











Strong, easily worked, close-grained woods 
such as birch, gum, tupelo, and poplar ac- 
quire the eye appeal of walnut, mahogany, 
birdseye maple, and other richly grained 
woods when finished with Interchem’s 
Polyfax process. 

Polyfax is a quality reproduction proc- 
ess, engineered to meet the speed and low 
cost requirements of straight line produc- 
tion. The uniformity of the Polyfax proc- 
ess offers the furniture manufacturer a 
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means of readily matching up broken suites. 

Polyfax wood grains, and leather, fabric 
and cork designs are also applied equally 
well to metal and plastics. For all of these 
applications we offer complete service— 
engraved cylinders and plates from exclu- 
sive designs, inks, especially engineered 
finishes, and the technical assistance to 
start you operating on a production basis. 

Write Interchemical Corporation, Fin- 
ishes Division, 57 State St., Newark 1, N.J. 


Interchem / Dicks 
IUSTHS 


Polyfax and IC are trade-marks of Interchemical Corporation 
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Qualfied Testing Atds elections 


MANY examples can be cited in the metal-finishing industry of the im- 
proved service performance that is obtainable through the proper selection 
of protective coatings. In the determination of the suitability of a protective 
coating, there are many tests that may be employed. Some of these consist 
of exposure of the coating to accelerated environmental conditions, and 
others of physical tests on the coating. Oftentimes, it is found that some of 
these tests can best be made on a comparative basis, since testing conditions 
may not be reproducible or the results may not lend themeselves to numer- 
ical evaluation. 

Corrosion tests consist of the exposure of suitable specimens to various 
environments and determining the point at which attack upon the base metal 
begins or reaches a maximum allowable level. These tests may take the form 
of outdoor atmospheric exposure of the specimen, immersion in sea water 
or chemical solutions, or burial in the soil. Salt fog chambers, humidity 
rooms and cabinets, and “‘weathering machines” are equipment commonly 
used for accelerated tests. Frequently, it is desirable to vary the thickness or 
combination of coatings as a means of determining rates of deterioration. 
Many of the physical tests on organic coatings are for the purpose of pro- 
viding evaluation of properties related to the adherence of the coating to the 
base metal and such factors as its distensibility, abrasion resistance, hard- 
ness, and resistance to scratching or mar. 

One important fact that should be accepted and given due consideration 
is that organic coating tests should be conducted undef Yenditions as nearly 
identical with the actual use as possible. This procedure will require that 
—_— attention be paid to such factors as choice of test panel material, sur- 
ace preparation of test panel, method of application of finish and drying 
procedure employed, and thickness of film used. The finishing engineer in 
charge of testing should see that these factors are selected to be as close 
to actual service conditions as possible. 
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Loading conveyor combined with full automatic plating 
machine enables Friden Calculating Machine Company 
to cadmium plate 8,000 small parts per hour. 


By J. DELAMAR HARRELL 


RIDEN calculators are com- 
posed of several thousand 
small precision parts of which 
98 per cent must be treated 

anti-corrosively. The unprecedented 
demand for calculators, backed up 
from the war years, required the de- 
velopment of some method of mass 
production plating of parts before fin- 
ished machines could be turned out in 
the quotas planned by the company. 
To solve this problem, a Udylite plat- 


ing machine, as shown in Fig. 1, was in- 
stalled under the supervision of Fred 
Shear, head of Friden’s finishing de- 
partment. The enlarged plant’s daily 
requirements for cadmium plated 
parts can now be met easily. 
Untreated parts converge on a table 
over which an endless chain conveyor 
travels. As illustrated in Fig. 2, load- 
ers hang the small parts on specially 
designed racks, which hold up to 79 
small parts, depending on the size. The 


(Above) Fig. 1—View of the Udylite plating machine which the Friden Company uses to 
cadmium plate small parts for calculating machines 
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yacks travel on the conveyor to the en- 
trance of the plating machine where 
they are transferred from the loading 
conveyor to the automatic plating ma- 
chine by the plater. Figure 3 provides 
a view of this transfer point. 

The Udylite plating machine com- 
prises a series of vats or tanks ar- 
ranged rectangularly in two rows over 
which an endless chain conveyor oper- 
ates. Movement of parts in process 
from one tank to another through the 
plating operation is accomplished by 
means of the chain conveyor. Racks 
of parts being plated are supported in 
the various solution tanks on bars 
which are raised and lowered by a cen- 
tral hydraulic cylinder controlled by 
solenoids. The time that the parts re- 
main in the individual baths is prede- 
termined and controlled by a Micro- 
flex timer. The entire plating process, 
including the loading and unloading 
of the racks, takes place in slightly 
less than 30 minutes. 

Power for the plating machine is 
supplied by two generators; a 2,000- 
ampere 6-volt Hanson-Van Winkle- 
Munning generator is connected to the 
main plating tanks and a 1,000-ampere 
6- volt H-VW-M 
generator con- 
nectedtothe 


panel board containing ammeter, volt- 
meter, rheostat, and starting switch 
is provided for each motor generator 
set, as illustrated in Fig. 4. An elec- 
trical control panel designed to pro- 
vide the operator complete control of 
the plating machine at all times is 
fitted with ammeters and voltmeters 
on all direct current circuits, dials to 
indicate cleaning tank temperatures, a 
pressure gage for the hydraulic line, 
Micro-flex timer, and _ on-and-off 
switches for all motors. The gages and 
instruments supplied by the Udylite 
Company were installed on the control 
board according to specifications set 
up by Friden’s engineers. Automatic 
temperature control equipment pro- 
vides constant controlled bath temper- 
atures so that maximum efficiency of 
all solutions may be obtained. 

After the racks of unplated parts 
are loaded on the plating machine, 
they are conveyed through a trichlor- 
ethylene vapor bath which thoroughly 
degreases each part. The racks then 
move along the conveyor to a cleaning 
tank where they are given an 83-sec- 
ond cathodic electrocleaning, followed 
by an anodic electrocleaning in a simi- 
lar adjoining tank. These cleaning 


cleaning tanks. Ut ch | a Leds 
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Fig. 2 — This illustra- 
tion shows how the 
transport conveyor 
travels over the load- 
ing and unloading 
table. Operator at the 
left is loading un- 
treated parts on the 
racks which will be 
removed by the plat- 
er and transferred to 
the Udylite plating 
machine. The two op- 
erators at the right 
are unloading, in- 
specting, and_stack- 
ing the finished parts. 
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tanks contain 5 ounces per gallon of 
Oakite 90 and are operated at 200 deg. 
Fahrenheit. 

The parts are then rinsed in a com- 
bination dip and spray rinse tank. 
This operation is accomplished in a 3- 
foot tank and requires 11. seconds. 
Parts in process are next dipped in a 
50 per cent solution of hydrochloric 
acid for 47 seconds after which they 
are given another dip and spray rinse. 

Following this rinse, the parts are 
transferred to the cadmium plating 
tank and given a 513-second cadmium 
plate at a current density of 25 am- 
peres per square foot with a voltage 
of 3 to 3% volts. These conditions pro- 
duce a cadmium plate varying in 
thickness from 0.0015 to 0.0003 inch, 
depending upon the shape of the parts 
and the relative position of the parts 
with respect to the anodes. The cad- 
mium plating solution contains 3 to 
41% ounces per gallon of cadmium, 2 
to 5 ounces per gallon of sodium hy- 
droxide, and 9 to 13 ounces per gallon 
of sodium cyanide. The temperature is 
maintained between 80 and 90 deg. F. 
Solution composition is controlled by 
additions of cadmium oxide and so- 
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is the control , 
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necessary, 


dium cynaide. 

After the parts 
emerge from the 
cadmium plating 
tank, they are 
processed through a rinse tank which 
is also used as a cadmium solution con- 
centration tank. Solution from this 
tank is returned to the cadmium plat- 
ing tank to replace solution lost by 
dragout and evaporation. 

A routine rinse and spray followed 
by an 11-second chromic acid bright 
dip in a solution composed of 9.5 
ounces per gallon of chromic acid and 
0.16 ounce per gallon of sulphuric acid 
is the next step in the cycle. 

Following another spray rinse, the 
parts are submerged in a hot water 
rinse for 47 seconds at 210 deg. F. in 
order to heat the metal and provide for 
rapid drying. In the final step in the 
process, the parts are dried in 155 sec- 
onds by a forced circulation of hot air 
secured by forcing air past a steam 
radiator. 

After emerging from the drying 
tank, the racks of brightly gleaming 
parts are transferred from the plating 
machine to the transport conveyor 
traveling over the loading and unload- 
ing table. The parts are then taken 
from the racks, inspected, stacked in 
special parts containers, and moved to 
stockroom or assembly lines. 
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Consult an Alvey-Ferguson AUAYiUU14: 















A-F Metal Products Cleaning by means of steam coils. The 
Machines are in use in most of dryer is heated by indirect gas 
the better known metalworking —_unit heaters. The air is recir- 
plants in America! Many A-F culated. 


Metal Products Cleaning Ma- What is your metal parts 
chines, like the one illustrated, cleaning problem? If an A-F 
are “custom built” to handle a “Standard” Machine will not 


unique and difficult cleaning clean your products thoroughly 
problem. Here the problem was and economically, A-F Engi- 
the washing, rinsing, soaping _ neers have the “know how” to 
and drying of small metal tubes. develop and build the machine 
The problem was solved easily _ that will. A discussion of your 
with this A-F Rotary Drum problem puts you under no 
Type Unit. Solutions are heated _ obligation. Write today! 


THE ALVEY-FERGUSON COMPANY 
629 Disney St. Established 1901 Cincinnati 9, Ohio 
Offices or Representatives in Principal Cities—Coast-to-Coast 
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As in the case in any large scale 
plating operation, adequate facilities 
must be available for constant check- 
ing, testing, and analyzing. In order 
to keep plated parts rolling to assem- 
bly lines in such large numbers, Frid- 
en maintains a fully equipped metal- 
lurgical and chemical laboratory. This 
laboratory has the necessary equip- 
ment for checking and controlling 
every solution used in the plating pro- 
cess. The strength of the hydrochloric 
acid dip is checked by specific gravity. 
A Beckman pH meter is used to deter- 
mine the pH of the cadmium plating 
tank, which is held between 12.40 and 
13.20. Cadmium metal analysis is 
made by the potassium ferrocyanide 
method and a Fisher electro analyzer 
is used to check the standard cadmium 
solution. Thickness of the cadmium 
metal deposit is determined with a 
Kocour drop-testing set and the cor- 
rosion resistatice of the plated parts 
is tested in a salt spray apparatus. 
The salt spray test is made in accord- 
ance with specifications which require 
that the parts withstand a spray of 
20 per cent salt solution at a temper- 
ature of 95 deg. F. for 500 hours. 
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Fig. 4 — This illustra, 
tion shows genergi, 
ors and panel boards 
used in conn 
with the Udylite qu: 
tomatic plating me. 
chine, 


The effective. 
ness of this fully 
automatic plating 
process employed 
in the Friden 
plant at San 
Leandro, Califor. 
nia seems to have 
been conclusively 
demonstrated by 
the satisfactory 
performance of the Friden calculator 
under all types of climatic conditions 
in all sections of the world. 


Jackson Airway Contact Wheel Folder. 
A folder describing in detail the advan- 
tages of Jackson Airway Contact Wheels 
is being offered by the Jackson Buff 
Corp., 21-03 41st Ave., Long Island City 1, 
N. Y. Copy free upon request. 





M & W Technical Data Bulletin No. 106. 
A description of the physical properties 
of Synpex enamels together with instruc- 
tions for their application is the subject 
of Technical Data Bulletin No. 106 issued 
by the Maas & Waldstein Co., Newark 4, 
N. J. Copy free upon request. 





“Tuf-On Aluminum Paints”’ is the title 
of a six-page profusely illustrated bul- 
letin issued by the Brooklyn Varnish 
Manufacturing Co., 50 Jay St., Brooklyn 
1, N. Y. Various applications for which 
aluminum paints may be used are sug- 
gested in the bulletin and a handy selector 
chart is included to aid in selecting the 
proper grade of aluminum paint to pro- 
vide maximum satisfaction in each ap- 
plication. Copy free upon request. 
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« production in the plating department 
has been stepped up tremendously!” 
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This Udylite Fully Avtomatic Me- 
chine turns out as high os 100 
racks per hour, producing uniform 
finishes to laberotory exactness. 


@ Let Udylite Plating Machines and laberatory- 
tested supplies/bring these important advan- 
tages to your operations! There is a Udylite 
machine for every need—small plant or mass- 
production line — small parts or large. Udylite 
will gladly analyze your operations, test your 
solutions, and advise you, entirely without 


obligation, Write today. The Udylite Corpora- ~ 


tion, 1651 East Grand Blvd., Detroit 11, Mich. 
TAILORED EQUIPMENT 


TESTED SOLUTIONS 
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A Compendium of Cleaning Cycles Proved in Present-Day 


Production Practice 


By ARTHUR P. SCHULZE 


In recent years, 
and across’ the 
past decade par- 
ticularly, discus- 
sions devoted to 
the finishing of 
die casting al- 
loys — especially 

and magnesium— 





zinc, 
have assumed greater and greater 
prominence in product-coating litera- 


aluminum, 


ture. As a result, . 
“volumes” al- 


part of most production-finishing men 
to establish higher standards of coat- 
ing performance, efficiency and econ- 
omy lies a lode rich in sound reasons. 
Of these, one of the first and foremost 
is as follows: because die casting pro- 
vides such advantages as design ac- 
curacy, close tolerance, volume output 
at production-line speed, and mass- 
manufacturing cost and its conse- 

quent adaptabil- 





ready have been 
written, covering 
nearly every as- 
pect of the sub- 
ject from “A to 
Z.” Yet despite 
this extensive ex- 


castings. 





This article is the first of a series of three 
dealing with the surface preparation of die 
The remaining articles in the 
series will be published in succeeding is- 
sues of PRODUCTS FINISHING. It is be- 
lieved that this series of articles will be 
valuable as future reference material. 


ity toa diverse 
range of indus- 
trial and consum- 
er product appli- 
cations, this fab- 
ricating technique 
has developed 








ploration editor- 
ially, the topic comprises one that con- 
tinues to command keen attention 
from finishing department superin- 
tendents, shop foremen and independ- 
ent coating operators. 

Back of this widespread interest, 
aside from the natural desire on the 
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swiftly in keeping 
pace with ever- 
growing demands. 

A second basic factor is that most 
die castings are surface-processed by 
one or another type of treatment— 
plating, painting, lacquering, enamel- 
ing, anodizing, chemical coating, and 
so on. In fact, so one authority asserts, 
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well over 50 per cent of die cast prod- 
ucts or assembled components receive 
some type of surface finish, applied for 
a variety of purposes; namely, (1) cor- 
rosion resistance and surface protec- 
tion, (2) additional utility and increas- 
ed wearability, (3) appearance, decora- 
tive effect and color, and (4) visual at- 
traction and sales appeal.' 

Add to these fundamental facts 
three additional considerations, among 
others holding equal importance—in- 
creased consumption of lacquered and 
enameled zinc alloy die castings,’ 
mushroomed wartime expansion of 
light metal alloys* which require some 
form of finishing for many applica- 
tions to serve the dual purpose of in- 
creasing corrosion resistance and aug- 
menting surface appearance,‘ and un- 
usual development of organic coating 
materials, methods and equipment 
originally designed to meet war de- 
mands and overcome critical material 
shortages.’ It is little wonder, then, 
that the applica- 
tion of chemical 
and electrochem- 
ical finishes to 
die castings re- 
mains a subject 
of avid interest to 
all product-coat- 
ing operators. 

Whenever talk 
turns to the sub- 
ject of finishing, 


Fig. 1 — A view of 
crossrod conveyor- 
ized dip and vapor 
degreaser, equipped 
with ratchet type 
racks to cause rota- 
tion of cylindrical 
baskets in their pas- 
sage through immer- 
sion degreasing cy- 
clesand thus effecting 
complete drainage of 
cup-shaped parts 
(Photo courtesy 
Detrex Corp., 
Detroit, Mich.) 
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discussion inevitably leads to the cor- 
ollary topic of surface preparation, 
cleaning. As all experienced produc- 
tion men know so well, the two 
factors, obviously, are inseparably 
linked, for the effectiveness and ade- 
quacy of one govern in large measure 
the adhesion and durability of the 
other. At the very outset, too much 
emphasis cannot be placed on the in- 
disputable fact that regardless of 
whether the finish is applied for pro- 
tective purposes or decorative rea- 
sons—and no matter what type of 
coating is applied—proper preliminary 
treatment or surface preparation con- 
stitutes a universal requirement of 
paramount importance. 

On this point countless authoritiés 
and observers are in unanimous 
agreement. One need not search far 
into technical literature to find incon- 
trovertible substantiation of the asser- 
tion that thorough cleaning is a vital 
requisite to successful finishing. Below 
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are a few quoted excerpts that offe 
convincing proof. 

Says one observer:* ‘The success of 
any finish coating on metal depends 
almost entirely on adequate surface 
preparation of the metal before it is 
painted. The best finish will often show 
poor performance characteristics jf 
the metal over which it is applied js 
not properly treated or cleaned.” 

Declares another:' “Use of quality 
paints is one-half of the story in sat. 
isfactorily finishing metal articles; use 
of effective surface-preparation tech. 
niques is the other half. Together, 
these two factors form the right com- 
bination for an enduring finish.” 

States a third:* “The success of all 
plating operations is dependent on the 
cleanliness of the work before enter- 
ing the plating solution.” 

In plating, ‘as in no other finishing 
operation, explains another observer, 
the importance of cleaning must be 
heavily stressed, ‘for in this operation 
it is absolutely necessary that the sur- 
face be as clean as it is humanly pos- 
sible to make it. Surface deposits of 
soil and contamination on the articles 
prevent an even plate, or may go so 
far as to prevent plating at all. Other 
deposits may alter the color of the 
plated coating.’’® 

Similarly, plated coatings applied 
to uncleaned or poorly cleaned zinc 
surfaces are very poorly adherent, 
cautions a fifth authority, adding this 
explanatory note: ‘The surface must be 
free from grease, dirt and reaction 
products from the cleaner if satisfac- 
tory adhesion is to be attained. Re- 
action with the cleaner must be avoid- 
ed particularly when the work is to be 
plated with copper.’’’ 

Speaking of ‘processing magnesium 
surfaces, another authority points 
out:'° “The effectiveness of subse- 
quent coating processes depends to a 
marked extent upon the removal of 
surface contamination by proper 
cleaning methods.” 
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ELECTROPLATING 


Made Easier... Better 
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Stemming from advanced war- S re) | U ti folaks 
time reseach by General Chemical, 
Metal Fluoborate Solutions have rap- 
idly won an important place as electro- 
plating chemicals, especially for their 
standout performance in lead, tin, 
lead-tin alloy, copper and zinc plating 
operations. 

General Chemical’s Metal Fluobor- 
ates offer electroplaters an unusual 
combination of advantages not avail- 
able in other plating agents. Note the 
special features outlined here. Con- 
sider how important each one can be 
in terms of efficiency and economy in 
your operations! 


. No mixing or dissolving necessary ... 
supplied in concentrated solution 
form. 


_ 


8. Fine-grained deposits of good color. 
alin Seth: pennenation, 9. Faster, high-speed operation. 
. Stability of bath composition You should know more about these 
modern developments for better, 
easier electroplating. For detailed op- 
erating data, experimental samples or 
commercial quantities, write or phone 
nearest office below. When planning 
special operations, draw on the knowl- 
edge and experience of our technical 


. Ease of control. 


. Practically 100% anode and cathode 
efficiency. 


“Vb SO Ww 


> 


High conductivity. 


™ 


Good covering power. 


GENERAL CHEMICAL ee 


ALLIED CHEMICAL & DYE CORPORATION 
40 RECTOR STREET, NEW YORK 6, N. Y. 


Offices: Albany * Atlanta * Baltimore * Birmingham * Boston * Bridgeport * Buffalo * Charlotte 
Chicago * Cleveland * Denver * Detroit * Houston * KansasCity * Los Angeles * Minneapolis 
New York * Philadelphia * Pittsburgh * Portland (Ore.) * Providence * Sanfrancisco * Seattle 


St. Lovis * Wenatchee * Yakima (Wash.) 
In Wisconsin: General Chemical Company, Inc., Milwaukee, Wis. 


In Canada: The Nichols Chemical Company, limited * Montreal * Toronto * Vancouver 
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specialists in setting up baths for test 
or full scale runs. 


TECHNICAL BULLETINS AVAILABLE 

Technical Information Manval ZF-1 .. . The New 
Approach to Zinc Plating. 

Technical Information Manual LTF-1 . . . Lead- 
Tin Alloy Plating from the Fluoborate Bath. 


Technical Information Manval CF-1.. . Copper 
Fiuoborate. 


BASIC CHEMICALS 


FOR AMERICAN INDUSTRY 
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Yes, the part that proper cleaning 
plays in the flawless finishing of die 
castings is all-important. It is best ex- 
pressed, perhaps, in the words of one 
nationally prominent supplier of 
cleaning compositions:'! “Before any 
electroplated, chemical, organic or 
other coating or final finish is applied 
to die castings, a preliminary cleaning 
or related surface preparation opera- 
tion is highly essential and a factor of 
extreme importance because of its 





Fig. 2.—This illustration shows a standard 3- 
stage degreaser which has a boiling solvent 
wash, cool solvent rinse, and final vapor rinse. 
(Photo courtesy G. S. Blakeslee & Co., 
Chicago 50, IIl.) 


marked influence on the finishing re- 
sults obtained. Incomplete cleaning or 
incorrect materials used for surface 
preparation invite failure of plated, 
chemical, or organic finishes or coat- 
ings. And because good adhesion is not 
obtained, rejects inevitably result. 
Rejects cost money, delay production, 
and curtail output.” 5 

To sum up these and similar observ- 
ations based on _ long-accumulated 


plant experience and shop practice: 
“The foundation on which the success- 
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ful and durable finish is built is a pro. 
erly prepared surface. It is imposgip) 
to over-emphasize the importance 
proper basis metal preparation.” 
The selection of a cleaning cyc 
represents no cut-and-dried matter as 
it generally depends to a considerable 
extent upon a number of operationa] 
variables. Among these factors are 
principally, these five: (1) the kind of 
metal and its surface condition; (2) 
the nature of the contaminants to he 












removed; (3) degree of surface cleanij. 
ness required; (4) type of equipment 
available; and (5) character of fing] 
finish applied. 

Fabricators and finishers of di 
castings often are inclined to lump to. 
gether all such articles for cleaning by 
a single standard procedure. This isa 
big mistake as the diversity of alloys 
used in the die casting process invar. 
iably makes individual and specialized 
treatment a necessity. For example, 
general degreasing or cleaning rou 
tines, especially those utilizing alka- 
line-type materials, applied to brass or 
bronze are not usually applicable to 
aluminum or magnesium. Again, a 
composition used for cleaning mag- 
nesium may prove entirely unsatisfac- 
tory for cleaning aluminum. The same 
may be said regarding lead, tin or 
zinc-base metals.® Since soft metals 
are more or less susceptible to attack 
by the alkaline constituents of the 
usual cleaner formulation of this type, 
a condition that often is not permiss- 
able or desirable,’ they require dif- 
ferent, less alkaline cleaning com- 
pounds than cther metals if surfaces 
are not to be attacked. — 

The kind of soil and the extent of 
its deposition or severity of contamina- 
tion require careful thought as this 
dual consideration is one important 
determinant of the ultimate choice of 
any particular cleaning material of 
method. Different types of accumula- 
tion often require different cleansing 
agents to effect complete soil removal. 
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For Getter Sewice to-- 


=e FINISHERS 


The building pictured above—adjoining our new general 
office and warehouse building—is our new BUFFING 
COMPOSITION FACTORY. 


The ever-increasing demand for STEVENS POLISHING 
AND BUFFING COMPOSITIONS made necessary a 
considerable. expansion in our manufacturing space and 
facilities. Based on over fifty years experience in the 
manufacture of such products, our engineering staff has 
developed original, patented types of equipment and 
created a plant lay-out providing the most economical 





The Second Step in Stevens Expansion Program 


flow of materials, insuring maximum uniformity in the 
finished product at the lowest possible manufacturing cost. 
Different classes of products such as Rouges, Greaseless 
Compositions, Abrasive Cements, etc. are completely 
separated from each other to avoid any possible contami- 
nation. Each class of product has its own melting, mixing 
and molding equipment. p nce storage rooms maintain such 
products as Gr I ition and others at proper 
temperature up to the pr of shipment. Stevens Labora- 
tories control at all times — both raw materials and 
finished products. 





MR. METAL FINISHER 


if you are not benefiting through the use of Stevens Compositions, we suggest you tell us your problems. 
= We will gladly analyse them and make our recommendations as to the type a grade of Stevens 


Composition that will best fill your requirements. Address your inquiry to Dept. C 


FREDE ga B. ST —E VW E N gir INCORPORATED 


DETROIT 16, 
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Then, too, if deposits normally caus-_ chining, cutting or shaping is decideg. 
ed by or created during fabrication, ly important. Generally Speaking, 
particularly those following the orig- machining lubricants and cutting ojjs 
inal casting, are not removed before are easily removed, but frequently, 
any further working is undertaken, however, because of the carbonizing 
they fill up the microscopic pores’ effect of such compounds under heat 
found on the surfaces of die cast parts. or pressure, they leave small insoluble 
Subsequently hardened by polishing, deposits on the surface. Congealed oj] 
buffing or any of the many other proc- caused by the same factors further 
esses usually employed, these impuri- complicates cleaning. Moreover, as a 
ties have become increasingly difficult result of shaping operations with their 
to remove due to the heat, abrasive many handling steps, metal chips from 
action and impact of surface finishing.® the cutting or machining process are 
All these accumulations should be re- mixed in with the gummy oils. Work 
moved before they subsequently cause is then contaminated still further with 
serious finishing trouble with its at- shop dirt.’ 
tendant waste of materials, excessive Burnishing, polishing and buffing 
use of manpower, processing time de- compounds which are not alkaline re- 
lays, and other costly production inter- active require separaté handling in 
ruptions. many instances. Sulphonated oils and 

As previously indicated, a very other residual deposits left by buffing 
large percentage of die cast parts is compositions demand consideration.’ 
further finished by chemical and me- Moreover, the heat generated during 
chanical surfacing treatments. Thus, buffing—and this proves particularly 
the operation of cleaning after ma-_ true in the case of automatic setups— 
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METAL PARTS COME 
OUT FREE OF GREASE OR CHIPS 
WHEN CLEANED IN A 
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SOLVENT Vapor DEGREASER 
BLACOSOLV 


G.$. BLAKESLEE«CO. "grrrary 








G. S$. BLAKESLEE CO., CHICAGO 50, ILLINOIS - New York, N.Y. - Toronto, Ont. \_ METAL PARTS WASHERS 
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\/ ou don’t have to start from scratch 

L to get quality in your polychrome 
metal lustres. You’re a stride ahead when 
you work with Reynolds. You can rely 
on the purity of Reynolds Aluminum 
Pigments, and be sure that the particle 
size range will be as specified. Exclusive 
Reynolds processes assure these helps to 
clean, uniform colors and absence of the 
usual seeding troubles. 

Another economy: You can save a 
grinding operation by ordering your 
Reynolds Aluminum Pigment already de- 
leafed. And you'll get it in a thinner that 
makes dispersion in synthetic or lacquer 
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Reynolds Pioneering Made Aluminum Competitive —take 
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finishes easy and uniform. 

Reynolds know-how, developed over 
twenty-five years of leadership in pig- 
ment making, is available to help you in 
formulations and the proper use of alumi- 
num pigment. 

Specify Reynolds Patented LN Paste 
for polychrome lustres, hammer effects 
and other novelty finishes. It’s the very 
foundation of quality. A Reynolds tech- 
nician will gladly advise you. 

Reynolds Metals Company, Pigment 
Division, 19 East 47th St., 
New York 17,N. Y. 
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tends to ‘“‘cake” the compound trapped 
in recesses into a hard mass which 
must be softened through preliminary 
treatment in order to make final clean- 
ing fully effective.’ 

In cases such as these, cleaning then 
becomes a two-step procedure: (1) 
thorough preliminary soaking (or 








Fig. 3—Rotomatic vapor degreaser used to 
clean die castings, stampings, and assemblies. 
The parts to be cleaned are placed in baskets 
which are then suspended on the reel struc- 
ture within the machine. Suspension of the 
baskets in the vapor for cleaning, removal 
from the vapor, and draining can be governed 
by an adjustable automatic timer. 


(Photo courtesy Phillips Manufacturing Co., 
Chicago, III.) 


“precleaning” as it is often termed) 
to soften and loosen deposits so that 
(2) final cleaning can remove these 
accumulations completely. Thus, when 
a dual-dip degreasing cycle is employ- 
ed, plant experience indicates that the 
operation is accomplished faster, eas- 
ier, and at lower cost, and also pro- 
vides more satisfactory results than a 
one-step cleaning procedure.' 
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The cleaning of parts following cagt. 
ing and before mechanical finishing jg 
an intermediate link in the production 
chain that is generally advisable; how. 
ever, operators often fail to Carry it 
out, figuring that they will have to 
clean castings in the end anyway, 
Such reasoning leads to false or short- 
sighted economy in the long run from 
the standpoints of time, cost and re. 
sults simply because the polishing or 
buffing of dirty surfaces makes an al]- 
ready difficult job more difficult than’ 
ever and thus multiplies the chance 
for finishing troubles to develop. Not 
only are unnecessary scratching or 
surface abrasions produced that in- 
evitably show up later, but the original 
accumulation of soil becomes em- 
bedded in the metal pores, increasing 
the complexity of the final, complete 
cleaning operation.’ 

During World War II performance 
and speed were the prime criteria of 
adequacy applied to most metal-work- 
ing processes and are becoming even 
more important requirements now." 
The war taught us, among other 
things, more efficient and economical 
ways of cleaning metals, with the effi- 
ciencies gained primarily through both 
improved design and better utilization 
of equipment and secondarily through 
changes in cleaner formulation.** 

Manufacturers of cleaning com- 
pounds have developed a wide variety 
of scientifically blended and balanced 
compounds and solutions which are de- 
signed specifically for metal cleaning 
prior to finishing.* That new machines 
and detergents are being continually 
developed is a healthy, encouraging 
sign. It means that still further im- 
provement of today’s uniformly high 
standards, with its ensuing increase in 
more efficient and economical produc- 
tion-line performance, is anticipated 
by manufacturers of both machines 
and materials. The trend in the manu- 
facture of these products and proc- 
esses is toward items which will solve 
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Can You PLAN 


F =a “Miracle” in 
. Finishing . 
Production 


WHEN tallow candles made way for the incandescent lamp, the world 
hailed a “miracle.” But this “miracle” did not just happen. It was the 
result of years of search, experiment, venture. It was PLANNED. 

Today YOU can PLAN a “miracle” in your finishing production. You 
can probe and plan new and better ways to do your finishing job. 

Even if you are not immediately ready for increased finishing produc- 
tion at lower cost, you can find out—now—how the distinctly different 
JENSEN INFRA-RED FINISHING METHOD (with revolutionary “Dual 
Heat” and ‘Nested Lamps”) can give you surprising competitive advan- 
tages when you need them. 

A three-cent stamp or a phone call will do it. Tell us your problem. 
Then, ABSOLUTELY WITHOUT COST OR OBLIGATION TO YOU we will run 
laboratory tests on your own 
products, using your finishes. 
All parts will be returned for 
your inspection! Don't delay. 
Take advantage of this oppor- 
tunity. Write or phone us — 
send us your sample parts — 
today! 


America’s Foremost Designers and Builders of Infra-Red 
Ovens . Conveyors . Paint Dip Tanks 


9331 FREELAND e DETROIT 28, MICHIGAN, U. S. A. 
Atlanta, Ga. Columbus, Ohio Indianapolis Rockford, III. 
Chicago ; Detroit Philadelphia Toledo, Ohio 
SERVICE Cincinnati Franklin, Mass. Pittsburgh Waterbury, Conn. 
BRANCHES Cleveland Grand Rapids, Mich. Peoria, III. 


In Finishing Production ... the Future Belongs To Men Who Plan For It! 
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specific problems. The reason for this 
is the multiplicity of metals and alloys 
requiring specific treatment to effect 
removal of their contaminants—some 
of which have been examined here.'* 

Further indicative of the active, 
vital interest in cleaning problems on 
the part of producers of cleaning com- 
pounds is the fact that they have pro- 
vided much of the valuable data al- 
ready published.'* Since they have ac- 
quired a wealth of specific data from 
which to draw, they should be con- 
sulted for recommendations and sug- 
gestions.’ In those cases where de- 
tailed information has not been pub- 
lished, proprietory or patented com- 
positions have been specially designed 
for specific operations. A qualified 
staff of application specialists is often 
maintained to assist in solving clean- 
ing problems—a matter of great value 
and importance to the user of the proc- 
ess in question.'* 

Proper, effective cleaning means the 
thorough removal of the dirt, oil and 
grease acquired in fabrication and 
handling and, in addition, the complete 
removal of oxide or other films devel- 


scribed below, may be divided into the 
following four general groups: (1) 
solvent cleaning; (2) alkaline cleaning. 
(3) acid dipping, pickling, or other 
acid-detergent treatment; and (4) me. 
chanical cleaning. The choice of a par. 
ticular routine or a combination cycle 
depends mostly on the individual job 
to be done and the available processing 
equipment. 


Organic Solvent Washing 


Where production requirements for 
lacquering, enameling or painting are 
small or where conditions do not eco. 
nomically warrant any equipment in. 
vestment, washing with organic soly. 
ents is the most commonly employed 
practice.* Effective cleaning is accom- 
plished by means of such materials as 
trichlorethylene, xylene, ethyl acetate 
and carbon tetrachloride; however, 
others are also employed." 

In using’ the organic solvent wash- 
ing method, workmen simply wipe the 
surface with solvent-saturated cloths 
and then wipe the work dry with clean 
dry cloths. Before becoming too con- 
taminated, both the solvent and cloths 





oped during storage or in the cleaning must be discarded or cleaned.’ In aver- th 
operation itself. For this purpose there age production practice, however, 
are now in use generally throughout solvent wiping is seldom satisfactory Ma 
the finishing industry a number of _ in that not only is it laborious and the 
methods’ which, used either alone or costly but also because both the solv- pe 
in various combinations, prove suit- ent and the rags soon become con- 
able for effectively handling almost taminated to a point where it is ques- 
any cleaning job.'."* tionable whether or not the object was ° 
° 


These cleaning processes, briefly de- 


cleaner before or after wiping." 





FAST - 






ELIMINATE DAMAGE AND WASTE! 


For carboys, drums, and barrels. A smooth flow ... 
no dangerous spurts or splashes. No high pressure; 
flow stops instantly. Long life even when used with 
most corrosive acids. 

With Saran Tube $12.80. 


With lead tube $11.30 


ee ee So a 





Order "ZZ 
ey GENERAL SCIENTIFIC 
EQUIPMENT COMPANY 
TESTED INDUSTRIAL SAFETY PRODUCTS 
; 2731 W. Huntingdon St., Phila. 32, Pa. 
PUMPS RESPIRATORS GOGGLES SHIELDS GLOVES APRONS HELMETS 
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the profitable way to do it 
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Making every operation in a plating sequence as automatic or as mechanized as possible is 
the profitable way. This new booklet illustrates and describes a variety of ways it is done with 
Meaker Machines. Not only is the cost lower, but the production is increased, and a better 
and more uniform quality of product is assured. 


You should get a copy of this booklet for ideas on improving your plating processes. The 
Practical Plating Pointers including several new tables are a convenience for those in charge 
of plating departments. 


THE MEAKER COMPANY 


1629-41 South 55th Ave., Chicago 50, Illinois 


Full Automatic and Semi-Automatic Electroplating Equipment Strip 
Steel Plating Equipment ¢ Wire Galvanizing Equipment e¢ Strip Steel 
Electrocleaning Lines ¢ Pickling Machines ¢ Processing Conveyors 
Motor Generators for Plating ° Rectifiers for Plating 
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A measure of success of any clean- 
ing operation is to determine whether 
or not a film of water will adhere to 
the surface without a break. Only a 
surface completely free from oil and 
grease passes this test.‘ Since most 
solvent cleaning methods depend upon 
solution of the grease by simple wash- 
ing with or immersion in the solvent, 
the last trace of solvent to evaporate 
from the surface leaves the metal 
coated with a thin grease film. A vast- 
ly improved, far more effective form of 
solvent cleaning—vapor degreasing or 
vapor rinsing in the commercial sys- 
tems using’ trichlorethylene—over- 
comes this undesirable occurrence.’ 


Vapor Degreasing 


It is for these reasons chiefly that 
where solvent cleaning is used as a 
surface - preparation procedure, the 


processes of vapor degreasing and 
spray cleaning with organic solvents 


in fact, contributed immensely to more 
streamlined production procedures, 
having proved particularly effective 
for removing light oils and greases, 4 
readily available vapor degreaser or a 
solvent cleaning spray booth can be 
employed to great advantage in clean. 
ing these light deposits from parts 
during manufacture. As a production 
expedient, they have made possible 
better quality by providing sufficiently 
clean parts, easier to work on, from 
one handling operation to another.’ 
The use of chlorinated hydrocarbons 
of the non-inflammable type (such as 
trichlorethylene and perchlorethylene) 
in closed cycle degreasing systems has 
found widespread application in indus. 
try for preliminary cleaning before 
plating and before painting where 
phosphatizing processes are not re- 
quired. These degreasers may employ 
vapor or liquid phase cleaning, with or 
without spray, scrubbing action or 
combinations of some or all of these 








have gained extensive use. They have, 









Oven Enclosure. It will pay to investigate. 





oven enclosure, Prefabricated panel construction, Positive ventilation, Vital Parts Outside 
Hall can help you with your own problems. 


Write for further information. 


This Installation at Delta Elec- 
tric Mfg. Co., Marion, In- 
diana, turns out 2800 pieces 
sd hour. 

he ceiling mounted 66 KW 
oven bakes synthetic finishes 
on metal stampings used in 
the assembly of bicycle lamps 
and horns, electric lanterns, 
flashlight cases, etc., which 
are sprayed electrostatically. 
It speeds production, saves 
floor space, and provides a 
better finish. 
Hall Ovens Feature : Complete 








C. M. HALL LAMP CO,, oitrois een 
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ALCOA ALUMINUM 


— 


‘ty 


ty, 


























oe Choose the finish that will give your 
ploy product the greatest sales appeal . . . the 
has longest useful life . . . make it harmo- 
1 oF nize with accessories, furnishings, 
hese color schemes. Aluminum takes all the 
= finishes that other metals will take, plus 














the patented Alumilite finish that only 
aluminum can take. 

Electroplate aluminum with ary stand- 
ard plating metal, using minor changes 
in surface preparation before you apply 
panes | your standard plating methods and equip- 
re ae ment. Gold, silver, chrome, copper, nickel 
é ...all can be plated satisfactorily 
gine: over aluminum. 

Complete information on finishes pro- 
cedures is contained in the booklet 
“Finishes for Alcoa Aluminum”. Ask the 
nearby Alcoa sales office for a copy, or 
write to ALUMINUM COMPANY OF AMERICA, 
621 Gulf Building, Pittsburgh 19, Penna. 


Sales offices in 54 leading cities. 


is free on res 


: ry 
4 Medey: Wri i, . ©. 
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WHAT'S 


‘jyour problem 


Mee IN FINISHING ZINC, / 
a CADMIUM ... | 





BASE FOR PAINT? 


Whatever your problem in finishing 
zine or cadmium, there’s an Iridite* 
to do the job. Iridite, a quick-dip, 
chemical treatment, offers you these 
three advantages: 


1. EYE APPEALING FINISH... 


On plated parts Iridite forms a long 
lasting, sparkling bright finish that 
stays bright, even after handling, stor- 
age, exposure. On all surfaces, Iridite 
can be used to produce a variety of 
colored finishes. 


2. RUSTPROOFING... 


Resistant to the attack of water, gaso- 
line, and ordinary corrosive conditions, 
Iridite provides the ideal final finish 
for all zinc and cadmium surfaces. 


3. BASE FOR PAINT... 


On any zine or cadmium surface that 
must be painted, Iridite insures a better 
finishing system because the coating 
improves initial paint adherence, blocks 
corrosion under paint, blocks metallic 
soap formation between paint and metal. 





Tell us the type of finish you .need 
for zine or cadmium — let us tell 
you how Iridite can help. For infor- 
mation and samples, write to: 
ALLIED RESEARCH PRODUCTS, INC. 
301 Chemical Building 
4004 E. MONUMENT ST. @ BALTIMORE 5, MD. 
Manufacturers of 


TRIDITE 


DISTRIBUTORS IN PRINCIPAL INDUSTRIAL AREAS 


*REG. U.S. PAT. OFF. 
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methods. It can be easily understood 
that a system not properly safeguard. 
ed against vapor loss will cause exces. 
sive cleaning costs.'"' 

Equipment ranges from simple 
tanks to automatic outfits, divided in- 
to three different types: (1) vapor de- 
greasing units; (2) vapor spray de- 
greasers; and (3) immersion-vapor 
degreasing machines. With the simple 
vapor degreasing method, hot solvent 
vapors condense on the cold metal 
moved into the vapor. After dissolving 
any surface oil and grease, this con- 
densate drips back to the bottom of 
the tank where the heat causes the sol- 
vent vapor to rise, leaving the deposits 
to accumulate in the heating sump, 
When the metal reaches a temperature 
of 190 deg. F., condensation on the 
metal surface stops. Any loose dirt re- 
maining on the surface of the degreas- 
ed article is removed with a dry cham- 
ois or tack rag. 

In the second process, vapor de- 
greasing is supplemented by a pres- 
sure spray application of a liquid sol- 
vent which assists in removing dirt 
and any insoluble material which oth- 
erwise would have to be rubbed off. In 
the third modification, the work to be 
cleaned is dipped in hot solvent and 
cold solvent rinses. Vapor cleaning is 
the final step in each type of cycle.’ 

When using vapor degreasing equip- 
ment, certain essential precautions 
should be followed for reasons of op- 
erating safety as well as for maximum 
efficiency and economy. Adequate ven- 
tilation should be provided to remove 
excess solvent vapors. Also, where it 
is not possible to avoid skin contact 
with solvents, workers should be pro- 
vided with protective clothing or 
creams and good washing’ facilities.’*® 
New solvent additions should be made 
periodically to compensate for carry- 
out; the solvent should be renewed fre- 
quently as conditions may require. 
Dirty solvent should be reclaimed by 
distillation. Although not recommend- 
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ha Ane —_ Oil the Job 


@ Foxworthy Motors, Inc., Indianap- 
olis, authorized rebuilders of automo- 
tive engines, required a fast-drying, 
attractive finish with high adhesive 
qualities that could be applied to en- 
gines immediately after testing. Fox- 
worthy called in Advance Paint Com- 
pany technicians to solve the problem. 

Advance formulated for Foxworthy a 
lacquer that adheres to metal surfaces 
which may be covered with residual 
grease, oil, and water. Applied to warm 
engines as soon as testing is completed, 


this Advance lacquer is air dried, per- 


MANUFACTURERS OF 


July, 1948 


mitting handling within five minutes. 
It is applied with a standard spray gun 
by an operator with no special training. 

Foxworthy Motors has used this Ad- 
vance lacquer for a year with highly 
satisfactory results. Nearly 12,000 pas- 
senger car and truck engines have re- 
ceived attractive finishes in a simple 
operation. 

The Advance Paint Company can 
solve your metal-finishing problem by 
creating a finish which fits your specific 
needs. Write for the recommendations 
of Advance technicians, 
























ed for removing buffing compositions 
or water-soluble material,® vapor de- 
greasing has been found particularly 
effective in removing oils and greases 
from all work and is employed where 
aqueous solutions would be objection- 
able. For objects to be finished with or- 
ganic coatings, no further cleaning is 
generally required; but with items 
scheduled for electroplating or chem- 
ical treatment, it is necessary to fol- 
low a vapor-degreasing operation with 
an alkaline cleaning to ensure the 
chemically clean surface on which good 
adhesion is based.'* Even when vapor 
rinsing is used, the use of an alkaline 
cleaner and an acid dip following the 
solvent treatment is recommended in 
many cases, particularly with zinc die 
castings. Properly carried out, this pro- 
cedure ensures removal of remaining 
dirt and grease films and any oxides, 
and so on, which may be present.’ 

At the same time, however, the pro- 
duction man should: realize that mod- 
ern vapor degreasing methods offer 
many advantages when used in pres- 
ent-day finishing operations. These in- 
clude: maximum production in mini- 
mum space and complete penetration 
of close-fitting parts without disassem- 
bly, thus resulting in reduced hand- 
ling; substantial reduction in some 
cases in the quantity of chemicals re- 
quired for such subsequent processes 
as acid-pickling.'? 
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Fig. 4 — Illustration shows 
one type of cleaning mq. 
chine designed for use with 
emulsifiable solvent 
ws cleaners. 
oto courtesy Magn 
Chemical Nr" armecd, 
ep. ; 


Suppliers of chlorinated 
solvents and equipment 
for solvent vapor and 
spray degreasing 
should be consulted 
for detailed instructions covering the 
care of the solvents, operation of ma- 
chine, and maintenance of equipment. 
Where this process is in use, the in- 
structions should be made available to 
personnel responsible for the operation 
of the equipment and should be care- 
fully followed to avoid solvent break- 
down and excessive solvent usage.‘ 
Serious plating troubles due to faulty 
degreaser operation have been observ- 
ed on more than one occasion in plant 
practice.’ 
Emulsion Cleaning 

An alternative pre-cleaning method 
employs an emulsion or emulsifiable 
solvent cleaner such as those based on 
the use of a low-cost mineral distillate 
like kerosene and an emulsifier or oil 
soluble soap,'* applied by tank immer- 
sion. The addition of the emulsifying 
agent to the kerosene improves its 
penetrating power and solvent action, 
making it immediately emulsifiable 
upon contact with water. The time of 
work immersal in cleaning solutions 
of this category depends upon the de- 
gree of contamination present and on 
the temperature of the operation. 

The dip ordinarily is employed at 
room temperature or slightly above. 
Penetration is increased if the bath is 
heated to 140-160 deg. F. Three to five 
minutes is usually sufficient to allow 
for penetration of the solvent, after 
which the work is rinsed in water by 
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| APPLICATION: 








GET BETTER, ACQUAINTED WITH 









a better baked finish 
jo. WASHER BASES 
CHARACTERISTICS: 
High resistance to soap, alkali and moisture 


... perfect matching of color with Porcelain 
enamel tubs... complete color stability ... 
long wearing qualities (is chip-proof and 
practically impervious to scratches) . . . 
easily kept clean and sanitary ... maximum 
protection against rust. 






Only one coat is needed. Finish is sprayed on. : : 
BAKING TIME: ee es 
20 minutes at 300° F. . . . 7 minutes with infrared. (Optional schedules are 
available.) 


All Vedoc finishes are developed for a specifi¢ use, 
then slightly varied to best fit each customer’s pro- 
duction setup. Write today for more information 
about these “better finishes”. Also ask for your copy 
of the new booklet, A Review of Product Finishing 
with Organic Coatings. 




















dipping or spraying.'° Used safely on 
all metals and alloys, emulsifiable sol- 
vents remove solid particles of dirt 
and water-soluble materials, such as 
soap and soluble oils. This type cleaner 
is most effective when used with good 
agitation, either mechanical or spray, 
and followed with a warm or hot water 
rinse. Where requirements call for a 
chemically clean surface, however, it 
is necessary to supplement emulsion 
degreasing with alkaline cleaning, pre- 
ferably electrocleaning.'*® 

Since the end of the war, great 
strides have been made in cold tank 
cleaning with water-rinse solvents, 
making possible greater efficiencies 
and economies in two-step degreasing 
than generally possible heretofore. 
Most metal-working compounds 
(grease, buffing compound, cutting oils 
and machining coolants'') as well as 
sludge and loose carbon deposits are 
removed quickly and simply.’ 

A relatively short immersion and a 
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Handy ‘Tac’ Rags 


(Trade Mark Reg.) 





Remove ail Dust, Lint and Sand Particles 
from the Surface before Finishing. 
Successfully used by leading Industrial 
Plants for over 11 years. 

UE your local Paint Dealer cannot supply 
you, write to Manufacturer. 


DETRO MFG. & SALES CO., INC. 


414 NORTH SAN PEDRO ST. 
LOS ANGELES 12, CALIFORNIA 
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thorough agitated rinse or pressure 
rinse complete the cleaning cycle, pro- 
viding parts that are thoroughly clean 
both on the surface and in the pores of 
the metal. In those cases where these 
solvents form soap, parts can be sub- 
sequently pressure-sprayed with wa- 
ter, immersed in an agitated tank, or 
treated with an organic solvent. For 
rinsing, however, the first application 
suggested is preferable. Upon contact 


‘with water, the cleansing agent emulsi- 


fies, washing away all the softened and 
loosened soil. Metallic chips and parti- 
cles, which might have been cling- 
ing to the gummy accumulation on the 
work, are also freed and readily 
washed away. 

Although made up of volatile consti- 
tuents, these compositions present no 
obnoxious or hazardous odors, loss 
through evaporation, or fire hazard 
due to the seal incorporated in the 
original formulation. The seal also ef- 
fects an economy by cutting down on 
the drag-out of the cleaning material, 
and, moreover, has been found on sev- 
eral occasions to make possible a bet- 
ter cleaning job.° An odorless, non- 
toxic material of this type provides 
still other advantages through the 
elimination of the possibilities of etch- 
ing, pitting or discoloring the work.'' 

Alkaline cleaning techniques will be 
discussed in next month’s issue of 
PRODUCTS FINISHING. 


BIBLIOGRAPHY 


1 ‘Production Cleaning of Die Castings,” 
Oakite Products, Inc., New York, N. Y., 1945. 

2 “The Finishing of Zinc Alloy Die Castings,” 
The New Jersey Zinc Company, New York, 
N. Y., 1945. 

3§. J. Trezac, ‘‘Better Paint Jobs on Light 
Metals,’’ Industrial Finishing, November, 
1946, pp. 131-132. 

*J. F. Mason, ‘Surface Finishes for Alumi- 
— The Iron Age, August 29, 1946, pp. 
40-43. 

5 ““A Review of Product Finishing with Or- 
ganic Coatings,’’ Liquid Plastics Division, 
Ferro Enamel Corporation, Cleveland, Ohio. 

® Rick Mansel, ‘‘Survey of Methods for Clean- 
ing Metal,’’ Industrial Finishing, September, 
1946, pp. 26-34; 38-39. 

7 A. P. Schulze, ‘Fine Finish Calls for Surface 
Conditioning,’’ Industrial Finishing, July, 
1946, pp. 129-130. 


July, 1948 








HEI 
The 


spil 














July 








THE TALK OF THE SHOW! 
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e Higher production. 
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Columbia Generator Bulletin. A four- 
page illustrated bulletin describing Co- 
lumbia a.c. generators has been issued by 
the Columbia Electric Manufacturing 
Co., 4519 Hamilton Ave. N. E., Cleveland 
14, Ohio. Construction features of the va- 
rious parts of the generators are illustrat- 
ed and described. Operating character- 
istics are outlined and the sizes available 
in the various models are listed. Copy 
free upon request. 


Mico Bulletin. A four-page folder de. 
scribing Mico Silicone-Base Heat-Resist- 
ant Aluminum has been issued by the 
Midland Industrial Finishes Co., Wauke- 
gan, Ill. Properties and characteristics of 
the modified silicone aluminum finish are 
described in detail. A list of materials 
and tests which Mico Aluminum finish 
has withstood successfully is furnished. 
Suggested applications of the materia] 
are included. Copy free upon request. 





Vertical Abrasive Belt Polishing Ma- 
chine Bulletin. A bulletin announcing the 
Hill Two-Roll Vertical Abrasive Belt 
Grinding and Polishing Machines for flat 
polishing has been issued by The Hill 
Acme Co., 6400 Breakwater Ave., Cleve- 
land 2, Ohio. Designated as Bulletin No. 
GP-1, the announcement contains illus- 
trations showing applications of the ma- 
chines for polishing sheets, bars, or strip 
in coil form. Descriptive information ac- 
companies the illustrations. Copy free 
upon request. 





Metal Treatment Bulletin. A four-page 
bulletin describing Ferox, Texstl, Feroxo- 
lene, and Acidulum has been issued by 
Service Industries, 2103 E. Somerset St., 
Philadelphia 34, Pa. Ferox is described as 
being a rust-removing chemical which 
also possesses rust inhibiting character- 
istics. Texstl is a product used to forma 
protective film on metal from which the 
rust has been removed. 

Feroxolene is described as being a 
heavy duty rust preventive for outside 
use. Acidulum is an acidproof plastic 
coating which is said to conform to U. S. 
Army Specification 3-106E for metal pro- 
tection. Properties of these materials are 
outlined and instructions for their use 
are furnished. Copy free upon request. 











KALAMAZOO TANK & SILO CO. 


WOOD TANKS for 


Plating and Pickling 


Excellent Service on all types of 
wood tanks for any purpose. Built 
to your specifications by one of 
America’s oldest tank specialists. 


Ask for estimates and suggestions. 





* Kalamazoo 16, Mich. 
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Small Parts 


On a 


Prduction Gases 


By ROLLIN H. WAMPLER 


small parts on a production basis 

presents certain difficulties. In- 

dividual handling must be reduc- 
ed to a minimum and in most cases the 
coating applied to the object must be 
flawless and uniform in appearance. 
Some different methods and types of 
equipment that have been evolved for 
finishing small parts are described in 
this article. 


q many instances, the finishing of 
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Spraying. One of the simplest ways 
of spraying small objects economically 
is to arrange a considerable number 
of them on large wire mesh screens, 
as illustrated in Fig. 1. The parts can 
then be quickly sprayed and air dried 
or baked as required without remov- 
ing them from the screens. Where a 
particular part is to be finished on a 
large volume basis, it is often eco- 
nomical to design and install com- 
pletely automatic spraying 
equipment wherein the spray- 
ing operation is synchronizcd 
with that of a conveyor which 
requires only loading and un- 
loading as shown in Fig. 2. 
In some cases, it is desirable 
to include a drying oven in 
the system so that the arti- 
cles can be loaded onto thie 
conveyor and removed com- 
pletely dry. With this type of 
equipment, one or, at most, 


Fig. 1—A simple method for spray- 
ing small metal objects on a pro- 
duction basis is to spread the ob- 
jects out on large wire mesh 
screens, as shown in this illustra- 
tion. 
(Photo courtesy The DeVilbiss Co., 
Toledo, Ohio) 
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Pennsalt 
Cleaners are at your service 


Into the world’s largest soak tank, a huge 
Pacific-type locomotive dips running-board- 
high. Then, some 45 minutes later, out she 
comes...stripped of paint, grease, road 
dirt ... ready for Class 1A repairs. 


For this tough cleaning job, a heavy duty 
Pennsalt Cleaner is used consistently. 


At the other extreme, you’ll find Pennsalt 
products cleaning tiny brass pins prior 
to plating. . 


The point is: regardless of what metal prod- 
uct you make, or how tough the metal 


July, 1948 


i 





cleaning problem, Pennsalt Cleaners will 
help you do a good job quickly, and eco- 
nomically. They have proved their superiority 
to a long list of large, well-known users. 
Pennsalt Cleaners are concentrated, all- 
active, free-rinsing, long lasting and scien- 
tifically balanced to insure peak performance. 


When you call Pennsalt in on your prob- 
lems, you get the services and experience of 
technically trained representatives. Write 
to Special Chemicals Division, Pennsylvania 
Salt Manufacturing Company, 1000 
Widener Building, Philadelphia 7, Pa. 


\PEN NW sa LT/ 


METAL CLEANERS 
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Fig. 2—This illustration shows a com- 
pletely automatic spraying system en- 
gineered for finishing small metal parts 
on a large volume basis. 
(Photo courtesy The DeVilbiss Co., To- 
ledo, Ohio) 


two operators are all that are re- 
quired in order to finish the 
parts. Several manufacturers of 
special equipment are in a posi- 
tion to build automatic equip- 
ment engineered to the product. 

Sometimes, the job of finish- 
ing small parts quickly and eas- 
ily on a production basis can be 
handled by constructing a small 
conveyor to transport the ob- 
jects continuously past an oper- 
ator in a spray booth, as shown 
in Fig. 3. This type of installa- 
tion requires three operators, 
two for loading and unloading the applying an organic coating is usually 
parts and one for spraying the parts. a time-consuming and costly method. 

Dipping. The manual dipping of For this reason, automatic multiple 
small metal parts for the purpose of dipping machines have been devised 





Fig. 3—The semi-automatic finishing installation shown herein comprises a small conveyor for 
continuously transporting small metal parts past a spray gun operator positioned in front of a 
spray booth. 

(Photo courtesy Binks mauutaciuring Co., Chicago, IIl.) 
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W.P. FULLER & CO. 


Industrial Finishes Division 
San Francisco 19, California 













FOUR REASONS WHY! — 


RESEARCH 


Fuller research and product development 
never rests. Three laboratories maintain 
Fuller leadership in the Western 

Furniture Field. 





CONTROL 


Fuller technicians thoroughly test every 
batch—to assure you uniform quality 
and maximum production line efficiency. 


SERVICE 


Fuller Finishes are engineered to meet 
your requirements—and Fuller-backed 
to do your job right/ 


EXPERIENCE 


Whether you are an established manu- 
facturer or new in the West, Fuller is 
near enough at hand to iron out your 
finishing problems. Fuller representatives 
with years of experience in the furniture 
and wood finishing field are located in 

all Western manufacturing areas. 

























FULLER 


INDUSTRIAL 
FINISHES 








which are designed to reduce handling 
and production time to a minimum. 
Where small objects are adaptable for 
handling on an overhead monorail con- 
veyor, they can be dipped economically 
by simply arranging a loop in the con- 
veyor with a dip tank under it. The 
movement of the conveyor provides 
for the automatic dipping and with- 
drawal of the articles, with the result 
that very little operator attention is 
required. 

Figure 4 shows a machine which is 
designed for automatically dipping 
small parts, utilizing a wire basket, 
with the excess coating material 
whirled off the parts by centrifugal 
force. A machine of this type is espe- 
cially suitable for use in finishing such 
small metal objects as nails, screws, 
and products having sharp corners. 


Fig. 4—The enameler shown in this illustration 
is loading a basket of small metal parts into a 
machine which is designed to automatically 
dip the parts in enamel and then whirl off the 
excess coating material by centrifugal force. 
(Photo courtesy Ronci Machine Co., 
Providence, R. I.) 
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Fig. 5—This tilted open-top type tumbling bar- 
rel is intended for use in enameling, as well 
as cleaning, polishing, and burnishing, small 
metal parts. 
(Photo courtesy Lupomatic Industries, Inc., 
New York, N. Y.) 7 


Tumbling. This method is_ well 
adapted to the production finishing of 
large batches of small metal objects. 
Machines for use in tumbling parts 
are produced in two general types. 
These include a tilted open-top type, 
as shown in Fig. 5, and a hexagonal 
barrel with removable door and 
mounted so as to revolve on its axis. 
The tilted open-top type is convenient 
for charging and discharging, is easy 
to clean, and permits the work to be 
inspected while the barrel is in opera- 
tion. The horizontal type can be made 
in larger sizes than are practical for 
the tilted type. 

The open-top tumbling barrel can be 
charged by simply pouring in the 
parts to be finished, following which 
the machine is started and the exact 
amount of enamel poured in gradual- 
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NEWCOMB-DETROIT 


WATER TUBE 


SPRAY BOOTH 


WITH 


PRE-ASSEMBLED 
FACTORY-TESTED UNITS 


Newcomb-Detroit brings to the finishing industry another important first*— 
the pre-assembled Water-Tube Spray Booth with built-in fan. Newcomb-Detroit 
Water-Tube Spray Booths are 90% assembled at the factory and are given 
trial runs before shipment . . . only the stack and spray area enclosure are 
shipped “knocked-down.” This eliminates 80% to 90% of the assembly time 
normally required at the point of use and also assures maximum efficiency at 
first operation. 





The efficiency of these pre-assembled units has been proven in the plants of 
leading manufacturers throughout the U. S. Send for descriptive catalog which 
gives complete details on construction and operation. 


*In 1924, basic patent No. 2,097,253 was issued to Newcomb- 
Detroit Company.on the first water curtain spray booth. 


NEWCOMB-DETROIT COMPANY 


Main Office and Plant 
Grand Rapids Division—Plant 5741 Russell Street Western Sales Office 
GRAND RAPIDS, MICH. DETROIT 11, MICHIGAN CHICAGO, Ill. 
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ly. This amount is very critical and 
should be precisely measured each time 
enamel is poured into the barrel. The 
machine is designed to completely 
coat the objects within 2 to 5 minutes. 
The drying of the enamel may be has- 
tened by directing a stream of com- 
pressed air into the batch while it is in 
motion, after which the charge is 
dumped into wire baskets or spread 
on mesh trays for drying or baking. 
The open-top tumbling machine can 
also be used for cleaning small metal 
objects. In such cases, the barrel is 
charged and sufficient solvent added 
to thoroughly wet it. After a few min- 
utes, the solvent is removed and a few 
rags are added. Following several min- 
utes of tumbling with the rags, the 
charge will be clean and dry. 
Sometimes during the process of 
tumbling with enamel, it is advisable 
to add a few ounces of toluol to the 


charge to provide for better distriby- 
tion of the enamel. Also, a very small 
amount of pine oil or heavy petroleum 
solvent added to the charge may pre- 


vent sticking of the objects while the © 


enamel is in the tacky stage. 


Water-Wash Spray Booth Bulletin. 
Despatch Bulletin No. 66 describing the 
construction and operation of the Des- 
patch Water-Wash Spray Booth is being 
distributed by the Despatch Oven Co., 
Minneapolis, Minn. Copy free upon re- 
quest. 





Air-Tumbler Catalog. A 10-page cata- 
log describing types and models of Air- 
Tumbler dust collectors and suppressors 
has been issued by the Dust Suppression 
& Engineering Co., Lake Orion, Mich. 
The catalog illustrates and describes the 
action of the Air-Tumblers in collecting 
and disposing of dust in industry. Data 
sheets are included showing sizes, dimen- 
sions, and capacities of the _ dust 
collectors. 
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8e Fresh-:° 


Sample sent 
$50 pp | cas-tiom 
H. 5. COVER | coecus 
e e $ 65 
South Bend, Ind. L__!= 


stay Fresh! 


on 


PAINT SPRAY JOBS 


wear a DUPOR Chemical 
Cartridge Respirator No. 10° 


Ideal for paint, lacquer, enamel vapors, fumes, 
gases, etc. Face mask gives air-tight fit, con- 
trolled breathing, panorama vision with no blind | 
spots. Cartridges are of colored plastic for easy — 
identification! When ordering, specify the WHITE 
for Code A; BLACK, Code B; YELLOW, Code AB. 
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Part 23—The Progressive Development of Steel 
Burnishing Materials 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


have been asked so very 
many times to undertake to 
trace the development of the 


various steel forms of mate- 
rials used in the barrel finishing pro- 
cess, and just as often we have in turn 
promised to undertake this, but for 
some reason or other the discussion has 
been pushed aside to make way for 
something else on which information 
seemed more urgent. This time we plan 
not only to start but as well to finish 
the job in hand irrespective of the 
number of discussions required. 

At one time or another we have dis- 
cussed round steel balls and their re- 
lative efficiency as compared to other 
forms of steel burnishing materials, 
but we have never undertaken to 
trace their history for you. Taken as 
a whole, all of the discussions that 
have appeared in print in the various 
trade papers, journals, publications of 
proceedings, and the like when traced 
back and reviewed constitute what 
would be termed the “bibliography” 
of barrel finishing. While we have dili- 
gently searched this record from many 
sources, all of the information we have 
been able to gather would hardly war- 
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rant its being termed a bibliography, 
for it would be found that for the most 
part the published articles have been 
what we would term “write-ups.” 
Simply expressed, a write-up would be 
what an advertiser would expect some 
staff writer of a publication to provide 
for him to be published in the text of 
the publication as informative reading 
matter. The advertiser might use the 
most glowing description he could de- 
velop concerning his device and mate- 
rials and what might be expected from 
their use in barrel finishing procedure. 
Thus, we have found that many of the 
claims made in this earlier material 
might quite easily be cast aside in the 
light of what we have learned in a con- 
tinuance of the study of the present 
practice of the art. 

For the purpose of tracing back 
these materials let us go back to the 
year 1901, which marks the first ap- 
plication so far as the record discloses 
of the use of steel balls in connection 
with the barrel finishing process (pri- 
or to that date, pebbles, crushed min- 
erals, and forms of ground or pulver- 
ized earthen materials were the only 
mediums used in revolving barrels). 
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It is recorded that sometime in the 
period 1885-1901, Edmonds in Eng- 
land registered the very first use of 
steel balls in the barrel finishing pro- 
cess. The transition from plain cone 
bearings to ball bearings of the cup 
and cone variety was at that time just 
coming into being with the increasing 
popularity of the bicycle, and hence 
these balls were largely termed ‘‘cycle 
balls.” These balls, definitely not the 
same as the balls currently used in 
barrel finishing, were formed by being 
turned from bars on a variety of auto- 
matic screw machines instead of being 
cold-headed. Upon referring to Fig. 1, 
you will note that for each ballsoturn- 
ed, there was lost sufficient material to 
produce another ball. 

Many years ago we managed to ac- 
cumulate a few of these earlier balls 
and, to be sure of their authenticity, 
we acid etched a number of them to 
disclose the amount of end grain that 
showed on the ball blank itself. The 
evidence was unmistakable that this 
was the accepted method of produc- 
tion of these earlier balls. Figure 2 
presents an end view of the etched ball. 
Only a very thin band of the original 
surface skin of the rod from which the 





Fig. 1—Drawing illustrates method of manu- 
facture of steel balls from rod stock. 


balls were formed was in evidence. 
The line of parting where the balls 
were snapped from the rod was also 
evident at each end of the ball or what 
we term the poles, for every round ball 
whether turned from the rod or headed 
from a cut slug, like the earth, has an 
equator and two poles. 
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We do not know and we have never 
been able to learn for what period of 
time we were dependent on England 
for our supplies of steel burnishing 
balls. Certainly 
it must have been 
right up to the 
time of the for- 
mation in Phila- 
delphia of an or- 
ganization known 
for many years as 
the Standard 
Steel & Bearings 
Company which, 





Fig. 2 — Drawing 


shows uniform end 


as we recall it, ac- 
quired the right 
for use in the 
United States of 


grain on etched steel 
ball turned from rod 
stock, and spot where 
ball was snapped 


from the rod. 
the same ball 


turning device used by the Hoff- 
man Manufacturing Company of 
Chelmsford, England, the first source 
of supply used by Edmonds. The use of 
these ball turning machines was con- 
tinued for many years right down to 
the time that balls were cold-headed 
by upsetting short slugs between dies 
on machines that had before been used 
only for the production of rivets and 
similar forms. 

As a matter of steel ball history it 
might be interesting to note here the 
formation of two other prominent steel 
ball manufacturers. In the early days 
of Standard Steel & Bearings Com- 
pany, there were, among the operating 
personnel, two gentlemen who later 
occupied prominent places in the steel 
ball world; namely, Thomas J. Heller 
and Leander J. Hoover. Hoover firstleft 
the parent company and established 
at Merchantville, N. J., the first L. J. 
Hoover Steel Ball Company. In this 
venture he was joined by Mr. Otto W. 
Schaum, a prominent manufacturer of 
textile machinery in Philadelphia. 
Hoover finally determined that the 
Middle West was his best field and so 
he disposed of his interest in the Mer- 
chantville Company to Mr. Schaum, af- 
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ter which all of the production equip- 
ment was removed to Philadelphia and 
the name was changed to The Atlas 
Ball Company. At about this time 
Thomas J. Heller left the Standard 
Steel & Bearings Company to take 
over the active operation of the Atlas 
Ball Company as vice president and 
general manager, a post he held right 
down to the time that the Atlas Ball 
Company was absorbed by S.K.F. In- 
dustries of which it presently is a most 
important unit. Much of what we know 
of both bearing balls and burnishing 
balls was learned from this same 
Thomas J. Heller, an able, affable and 
courteous gentleman, for it was our 
honor to be his assistant for a period 
of something over seven years or until 
the time of his retirement from active 
business. He sensed the coming import- 
ance of barrel finishing procedure in 
the mass production of metal products 
and it was largely due to his constant 
encouragement and aid that we kept 
at our research activities all down 
through the years. 


Leander J. Hoover located in Chel- 
sea, Michigan, after leaving Merchant- 
ville, N. J., and there he organized the 
Chelsea Steel Ball Company. After a 
few years he disposed of his interest 
in this company, removed to Ann Ar- 
bor, Michigan, and organized the 
Hoover Steel Ball Company. 

It is interesting as a matter of his- 
tory to note that the three companies, 
Standard Steel & Bearings, Atlas Ball 
Company, anc Hoover Steel Ball Com- 
pany, all aware of the possibilities of 
the use of steel barrel finishing mate- 
rials, did not seriously undertake to 
produce any materials specifically for 
that purpose. “Rejects,” or balls not 
suited to any industrial application, 
were sold for barrel finishing purposes, 
but so far as we know, none of the 
companies mentioned ever made even 
a casual study of the importance of 
the subject nor issued any data re- 
garding the use of balls in the process. 
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“ick Yammer Finishes 











1918 . . . Jack Dempsey hammers Fred 
Fulton to a finish with one punch. 


Zapon One Coat Hammered 
1948 finishes a line of garden tools* 
with one coat—just one pass of 

the spray-gun for each implement. 


Result . .. Smart-looking, easy-to-sell ham- 
mered effects—uniform and dust-free— 
without complicated handling problems. 


Reason . . . Zapon One Coat Hammered 
is stable in the container—easy to apply. 
In lacquer or synthetic base for bake or 
@ air dry. Zapon technical service will recom- 


Write or wire 
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mend the application to fit your problem. *By Gary-Pioneer Corp. 
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We shall now trace our steps back- 
ward just forty years. At that time 
George E. Abbott was head of the tool- 
room at New Departure Manufactur- 
ing Co., Bristol, Conn. This company 
was then, as it is now, in the very 
forefront in the production of bicycle 


hubs and coaster brakes, both of 
which of course used steel balls. It 
was doubtless the knowledge that 
George E. Abbott gained concerning 
steel balls and their application that 
prompted him to leave New Departure 
Manufacturing Company and establish 
his own business in the city of Hart- 
ford, Conn. It was here that he develop- 
ed the beginnings of what is The Ab- 
bott Ball Company, and where he con- 
ceived the principles of what we have 
always termed the “high and narrow” 
type of burnishing barrel, the first of 
its kind in American industry. 

It was at just about this time that 
George E. Abbott produced the first 
steel balls specifically for use in bar- 


rels as distinguished from balls to be 
used in bearings. The Abbott Ball 
Company then became the largest sin- 
gle producer of steel burnishing mate- 
rials for use in barrels in this country, 

Steel balls do not by any means ap- 
proach the designation as a panacea 
for every barrel finishing ailment. 
True, they serve well in many appli- 
cations, but in many ways they have 
been supplanted by other specially 
formed pieces which will be discussed 
at another time. 

In the early years of barrel finishing 
and indeed up to about fourteen years 
ago, it was thought that only hardened 
and polished balls were in any sense 
acceptable for barrel finishing proce- 
dure. More intensive research has since 
taught us that soft annealed steel balls 
also have their uses and that in at least 
50 per cent of present barrel finishing 
applications, soft balls will do a more 
effective job than the hardened and 
polished variety. This is especially true 








"Your Water Soluble Rouge and Tripoli. 
_ are going great guns here... 












SEND FOR 
Free Sample 


. . . In my opinion, you have made a tremendous for- 
ward step in finishing compounds. This applies not only 
to the finishing department, but to the poor platers who 
have to clean the products. At present, we use one 


barrel a day.’’ This is 
typical of many letters re- 
ceived from users of Rob- 
erts ag Washing Com- 
pounds. Write for prices. 
@ WATER SOLUBLE 

@ CORRECTLY PRICED 


GOOD CUTTING 
ACTION 


@ UNIFORM QUALITY 
@ FINEST COLOR 


@ PROMPT SHIPMENTS 


THE ROBERTS ROUGE C0. STRATFORD, CONN. 
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ened on 24St aluminum. Both £24 
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one coat of baked refrigerator 
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and contrast, the paint finish is ‘ 
; still intact on the Alodized 
rue panel after 2000 hours’ 
exposure. 
ALKALI CLEANED ALODIZED 
500 HOURS S. S. 2000 HOURS S. S. 
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as The Coating 
“ALODINE” produces a thin, tough, tight, skin-like 
,Rust proofing =| coating firmly embedded in the aluminum. This 
Biota protective skin is extremely resistant to corrosion and 
oe bonds paint firmly to the metal for the life of the finish. 
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veageeieienn The Process 
RUST REMOVING 4 ? a . 
AND PREVENTING Alodizing is simple, quick, economical, easy to 
a ~ operate and effective. “Alodine” can be applied by 
PICKLING immersion, spraying, or brushing. It can be utilized 
Ace iNuisirons, | to advantage in your own production. Write or call 
for the new descriptive folder on “Alodine”. 
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Pioneering Research and Development Since 1914 


“ AMERICAN CHEMICAL PAINT COMPANY 


Wl. . AMBLER, PA. 
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in such cases as the removal of sur- 
face area of parts where some form of 
abrasive material is used in combina- 
tion with the balls. When hardened and 
polished balls are used against hard- 
ened surfaces, there seems to be a ten- 
aency for the balls to simply “glance” 
off the surface of the abrasive and the 
action is much retarded. When soft an- 
nealed balls are used, the abrasive 
seems to “bite” into the surface of the 
soft balls, where in a sense it is held 
in suspension as the parts pass through 
the mass and in this way a far faster 
cutting action is obtained. This is also 
true of soft annealed balls when used 
as a medium for burr removal. The 
soft balls literally bite into the burr 
and wipe it from the edge of the parts, 
especially stampings. In this operation, 
no abrasive material is used, and the 
parts are operated in wood lined bar- 
rels with only the soft annealed balls 
and plain water. 


HOLLAND SAYS: 


SPEED UP 
PRODUCTION 
AT LOWER COST 






















Batch Type overt in 
various sizes, includ- 
ing overhead con- 
veyorsystems. Auto- 
matically controlled. 
Approved by the 
N. Y. Board of 
Standards and Ap- 
peals, 

Wide selection of 
metal finishing 
equipment on hand. 
Write for 

FREE Folder OM” 














us J. HOLLAND & SONS, INC. 


Mm MANUFACTURERS ° DEALERS 
ie 276 SOUTH NINTH ST. ¢ BROOKLYN, N. Y. 
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When we think of the processes re- 
quired for the forming and finishing of 
the first steel balls used in the barrrel 
finishing process, the wastefulness of 
the method and the high production 
costs, we can perhaps better under- 
stand the following comment of a 
writer in “American Machinist” for 
April 1910: 

“Naturally when we consider using 
say a couple of pecks of balls for 
burnishing of thimbles or other 
small parts, a peck at a time, the 
question of expense will come to 
mind instantly and lead us to won- 
der how the process can be an eco- 
nomical one even though the balls 
are used over and over again.” 

That of course might well have been 
true of steel balls turned from the rod, 
but as time has gone by newer and bet- 
ter methods of production have been 


applied, and today, considering the y 


many steps taken in their manufac- 
ture and the high quality of the prod- 
uct, the cost of steel balls is not now 
inconsistent with economical barrel 
operation. 

This, and perhaps the next three or 
four discyssions on barrel finishing are 
not intended to be useful in adding in- 
formation covering the application of 
the materials or methods for their use, 
but are intended to set down the his- 
torical side of the development of bar- 
rel finishing materials. Nowhere in the 
entire record that we have been privi- 
leged to examine has any such infor- 
mation ever been published. For its 
historical value to those who will be 
interested in barrel finishing in the 
years to come, will we prepare this 
material so that in later years anyone 
feeling disposed to prepare a biblio- 
graphy of barrel finishing will have 
all of the facts that it is possible for 
us to give both from our own experi- 
ence and from our personal acquain- 
tance with the originators of both bar- 
rels and materials, all of whom have 
passed away without leaving, to our 
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ou know what you want in a rack 
coating: ease of application, long life 
with a minimum of re-coating, resistance 
to treeing, resistance to salt accumula- 
tion, and certainty that nothing in the 
coating will contaminate your solutions. 


Well, U. S. Stoneware’s Rack Coating 
266 fills the bill. Ease of Application: 
An air dry dip coating that requires 
only 3-4 dips to build up a thickness 
of 1/16”. Long Life: Electroplaters tell 
us that Coating 266 is standing up longer 
than any coating they have ever used. 
Resistance to Treeing: The basic resins 
used in Coating 266 have even greater 
electrical resistivity than the best rubber. 
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Resistance to Salts Accumulation: The 
smooth, hard-to-wet, non-porous surface 
of Coating 266 refuses to let salts 
accumulation get started. Freedom from 


Contamination: 


Coating 266 is made 


from Tygon plastics whose non-toxic, 
inert properties have made it popular in 
laboratories, hospitals, food and bever- 
age plants. 


If you aren't using Coating 266 
place a trial order with your & 
dealer today. Yow ll like it. 
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knowledge, any written material cov- 
ering their earlier efforts. 

With the use of balls many things 
heretofore thought to be impossible of 
accomplishment have been achieved. 
If you will follow this series, you will 
find that as newer materials were de- 
veloped, new avenues explored, the 
field of barrel finishing has been vast- 
ly extended and there is every reason 
to expect that this extension will con- 
tinue as research develops newer 
methods and materials. 





American Standards Association Price 
List. An up-to-date list of all national 
standards approved by the American 
Standards Association has been published 
by the American Standards Association, 
70 E. 45th St., New York 17, N. Y. In- 
cluded are lists of standards on ferrous 
materials and metallurgy, non-ferrous 
materials and metallurgy, chemical in- 
dustry, automotive industry, and other 
industries and engineering groups. Copy 
available upon request. 


Nuodex Bulletins. The following bulle- 
tins have been issued by Nuodex Prod- 
ucts Co., Inc., Elizabeth, N. J.: ‘‘Drier 
Activity at Elevated Temperatures,” “A 
Study of the Use of Driers in Soft Oil 
Varnishes, ’’ ‘‘The Quantitative and Qual- 
itative Determination of Drying Metals 
in Driers and Surface Coating Materi- 
als,’’ ‘‘Nuodex Technical Manual,’’ ‘‘The 
Laboratory Determination of Drying,’’ 
and ‘‘The Effect of Driers on the Chem- 
ical and Water Resistance of Aged Var- 
nish Films.’’ Copies available upon re- 
quest. 





Felt Polishing Wheel Brochure. The 
Bacon Felt Co., Winchester, Mass., has 
issued a 16-page two-color illustrated 
brochure listing the company’s complete 
line of felt polishing wheels, bobs, sheets, 
hair felt, and marble buffers. The bro- 
chure describes the various felt polishing 
products manufactured by the company 
and provides data on sizes available in 
the various grades. Specific uses for the 
felt wheels as applied to the finishing of 
the various metals are outlined. A list 
of general industrial applications is in- 
cluded. Copy free upon request. 








tor Efficiency and Economy...use 


NAZ-DAR ROLLER COATING MACHINE 





New Improved Model 
For Printing Flat Sheets 


With this machine the coating is deposited at great 
speed, with perfect uniformity and with more economy 
than is possible by any other method. Almost any rigid 
or semi-rigid sheet material may be coated such as card- 
board, wallboard, metal, wood, glass and heavy paper. 
A machine of this type will quickly pay for itself in 
material and time saved. 

Paints, varnishes, lacquers, enamels, synthetics or any 
type of finishing material may be used. 


Write for folder giving complete information, data, etc. 


The NAZ-DAR COMPANY 


469-483 MILWAUKEE AVENUE 


PF7-48 CHICAGO 10, ILLINOIS 
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Corn Pickers or Limousines, Buses or Refrigerators! 


Illustrated here are units of a Complete Mahon 
Finishing System especially planned and engi- 
neered to finish assembled Double Row Corn Pickers 
at the Moline Plant of John Deere and Company. 
This modern farm implement is probably the most 
difficult product ever passed through a complete 
finishing system by means of an overhead trolley 
conveyor. Due to its shape, and the many hard- 
to-get-at places, it presented new problems in 
handling, cleaning, and spray painting .. ..prob- 
lems of the type solved daily by Mahon for 
manufacturers in every industry. That is why, in 
the farm implement field, you will find thirteen 


THE R. Cc. 


HOME OFFICE and PLANT, Detroit 11, Mich. 


MAH ON 


complete Mahon Finishing Systems in the various 
plants of John Deere, Allis-Chalmers and Inter- 
national Harvester—more in plants of other imple- 
ment manufacturers. If you are contemplating new 
finishing equipment now, see Sweet's Mechanical 
Industries File for complete information, or arrange 
a consultation with Mahon engineers today ... 
remember, twenty-seven years of experience, pio- 
neering development, and constant research, in 
this highly specialized field, have endowed Mahon 
engineers with a wealth of technical knowledge and 
practical know-how not available to you elsewhere. 


CO MPAN Y 
WESTERN SALES DIVISION, Chicago 4, ll 


Engineers and Manufacturers of Complete Finishing Systems including: Metal Cleaning Machines, Rust Proofing 
Machines, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Units, and Drying and Baking Ovens. Also 
Paint Sludge Reclaiming Units, Hydro-Foam Dust Collectors, and many other Units of Special Production Equipment. 


AHON 
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Accelerated Exposure Testing of 
Organic Coatings 


g™N view of the many factors that influence 
€/ the durability of organic coatings, and 
f because of the fact that good organic 

coatings require a relatively long time to 
deteriorate, methods for evaluation of their 
durability have been active subjects among 
metal finishing technologists for a number of 
years. Consequently, irrespective of physical 
testing methods, two different schemes for 
evaluating the relative durability of different 


organic coatings have been developed. One con- - 


sists, essentially, of exposure tests at carefully 
selected sites; the other involves accelerated 
test cycles conducted in appropriate test de- 
vices. 

In either application of exposure testing 
procedures, the results obtained depend pri- 
marily on the careful recording of visual evi- 
dence of degradation. Another scheme, which 
is finding more and more favor in testing pro- 
cedures, consists of evaluating the physical 
changes taking place in the course of exposure, 
and attempting to relate these changes to ex- 
posure life. Thus, in this method it is not neces- 
sary to await the visual appearance of decay 
of coatings, inasmuch as past experience and 
the symptoms leading to such evidences can be 
clearly recognized at an early date. 

The chief limitations of normal outdoor ex- 
posure tests are the length of time required 
to obtain results and the variations between 
climatic conditions and the various exposure 
locations. Thus, it has been the aim of metal 
finishing engineers for some years to utilize 
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lis YOUR PROBLEM 


WET or DRY? 








has a Universal 


WET PRINT VARNISH 


that: 


1. Works over all types of ink. EITHER WET OR DRY. 


2. LEVELS out over any type or color ink. 
3. GIVES BETTER DEPTH TO COLOR. 
4, WILL NOT WRINKLE, GO FLAT OR BLEED. 





TOUGH JOB HEADQUARTERS 
Prescription Finishes 


Give us your metal coating problem. 

We guarantee you an answer based 
on your conditions, and not just a 
standardized formula. 








FACTORY AND GENERAL OFFICES: PITTSBURGH, PA. 
WAREHOUSES: BOSTON, BUFFALO, DETROIT, NEW YORK 
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accelerated exposure tests in which 
the various outdoor exposure factors 
could be simulated and _ intensified. 
Test devices have bé®m developed in 
which a series of panels can be ex- 
posed to a number of different condi- 
tions, and a large number of different 
exposure cycles have been tried. Salt 
fog chambers, humidity rooms and 
cabinets, and the so-called ‘“‘weather- 
ing machines’ are well-known ex- 
amples of equipment used for the ac- 
celebrated type of test. It should be 
recognized that in many cases these 
tests must be made on a comparative 
basis since the testing conditions may 
not be reproducible or the results may 
not lend themselves to numerical eval- 


uation. Thus, corrosion tests of this “ 


type may consist in the exposure of 
suitable specimens to various environ- 
ments and in determining the point at 
which attack upon the base metal be- 
gins or reaches an allowable level. Fre- 
quently the thickness and/or com- 
bination of coatings are varied as a 
means of determining rates of deteri- 
oration for different combinations. 
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Salt Spray Test. The salt spray test 
is commonly used for organic finish 
testing and consists of atomizing a 20 
per cent salt solution, allowing the 
salt fog to pass over the test samples, 
The method described in A.S.T.M. 
Specification B-117-44T is widely 
used. Shown in Fig. 1 is a commercial 
apparatus for salt fog commercial test- 
ing. The salt spray test is also valu- 
able for comparing the efficiency of 
phosphate and other coatings used 
under organic finishes. 

In testing organic finishes to be 
used on appliances at the Bridgeport 
Works Laboratory of the General Elec- 
tric Company, according to Pringle 
and Yako in describing the procedure 
used before the Spring 1947 technical 
session of the A.S.T.M. in Philadelphia, 
an ‘“X’’ is scratched in the center of 
the finished panel, cutting through the 
coating and exposing the bare metal 
prior to the time the panel is hung in 
the salt spray cabinet. Panels are 
tested for 200 hours and examined 
daily for signs or deterioration. At the 
end of this 200-hcur period the panels 
are removed, washed, 
dried, and rated. The 
rating is made on the 
basis of ten being per- 
fect. Failure in salt 
spray usually shows up 
in the form of corrosion 
creepage back from the 
scratch in the panel and 
from the edges of the 
panel. Grading is done 
by subtracting one 
point from the ten for 
each one-sixteenth of 
an inch creepage. Usu- 
ally not more than one- 
sixteeth of an _ inch 
creepage is allowed. 


Fig. 1 — Commercial form of 
salt fog corrosion test equip- 


ment 
(Photo courtesy Industrial 
Filter & Pump Mfg. Co.) 
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G-W infra-red doubles output 





Production of the toddler's edition of the family 
car, “TOOTSIETOY,” has been doubled by the 
manufacturer, DOWST MFG. COMPANY, since a 





G-W Infra-Red System replaced the gas-fired ovens. “Tootsietoy” Auto Bodies being Con- 
veyed from Infra-Red Tunnel to Unload- 
ing Station. 


Cutting spraying, baking, drying and finishing time 
by 100% over previous handling operations, this 

G-W Infra-Red System now finishes 50,000 to 60,000 ; 
“Tootsietoy” auto bodies daily. Manual labor costs 























for placing toys on trays and transporting to 
spray booths have been ‘reduced 50% by a greater 
use of conveyors in the G-W system. 


Designed, built and installed by G-W, this infra-red 
system at the Dowst plant typifies the completeness 
of G-W service. Results emphasize the advantages 

of working with an organization like G-W—a 

pioneer in infra-red who utilizes the experience 
of over 130 years in designing and building 
materials handling equipment. 


Ask a G-W engineer to study your metal 
processing operations. No doubt a 
G-W. System can lower costs and raise fg 


& 
d 


production for you, too. 






G-W Turntable Loop Conveyor feeding 
“'Tootsietoy” Cars from Spray Booth into 
28 Ft. Baking Turinel, 


Close-up of “Tootsietoy” Kaiser 
Car finished by G-W Infra-Red 
System in plant of Dowst Mfg. 
Co., Chicago, Ill. 


GIFFORD-WOOD Co. 


Factory: Hudson, New York 
420 LEXINGTON AVE. 
NEW YORK 17, N. Y. 

565 W. WASHINGTON ST. 
CHICAGO 6, ILL. 


G-W HANDLES IT GiFFoRrD-Wo0o 


Faster « Easier « Cheaper SINCE 1814 








@ 4267 
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to 100 per cent relative humidity in 
the vicinity of 100 deg. F., or immer- 
sion in water at 100 deg. F., is used 
for determining the moisture resist- 
ance of organic finishes. The humidity 
test is conducted in a room or chamber 
in which the relative humidity is 
maintained at 100 per cent through 
the use of live steam or an immersion 
heater in a tank of water. The tem- 
perature should be maintained at 90 
to 100 deg. F., and air circulation pro- 
vided to maintain uniform conditions 
throughout the chamber. Some tests 
are so arranged that the test panels 
are mounted on platens or pipes 
through which water is flowed so that 
they are cooled just sufficiently that 
constant sweating occurs. The water 
immersion test is made by immersing 
the test panels in a water bath main- 
tained at 90-105 deg. F. The water 
should be changed periodically. Gen- 
erally, it is considered that the two 


Moisture Resistance Tests. Exposure * 


tests provide comparable results for 
film blistering, but the humidity test 
provides better results for underfilm 
corrosion. 

In carrying out the test, the panels 
should be examined at the end of 24, 
48, 96, 500, and 1,000 hours for blister 
formation, underfilm corrosion, adher- 
ence, softening, and checking or crack- 
ing of the finish. It has been reported 
that a finish that stands up for 1,000 
hours is satisfactory, from the stand- 
point of moisture resistance, for use on 
refrigerators. The moisture resistance 
requirements for finishes for other ap- 
pliances are somewhat lower than for 
refrigerators. The humidity and water 
immersion tests are also very valuable 
for checking parts for surface contam- 
ination before finishing. 

Color Retention Tests. Color reten- 
tion tests should give an indication of 
the ability of an organic finish to re- 
tain its original color and gloss over 
a long period of time. The color reten- 















Sizes and 
types to 


your order. 
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Outperforms them all! 


Singleton H-T LUCITE plating tank 
proven best for lab or production 


Permanent: . 


8 Versatile: For all acids, alkalies. No contamination. 


Singleton-Welded, guaranteed, no-leak 
seams. Lasts indefinitely. No deteriora- 
tion. 


* Thermal, electrical insulator. Machineable. 


- Hi-temperature Lucite 11% clearer than 
¢ Transparent: glass. See your bath in action. Permits 


new techniques, improves old. 


¢ Rugged: High impact strength, modulous of elastic- 


* ity, shatter-proof. Singleton-Weld tensile 
strength to 10,000 p.s.i Resists live steam. 


@ Lightweight: Easy handling for-variety of purposes. 
‘ Low Cost: £ ponte plating tank at a lower price. 


our present tanks with Singleton 
Liners. Users say, ‘'The best we've used.”’ 


* Write for Bulletin and Price List. 


SINGLETON COMPANY 


9823 Lorain Ave. * Cleveland, 0. * WOodbine 9056 
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RUST-SOL #120 WASH-OFF TYPE 
—a dependable, low cost cleaner for wash- _ KLEM RUST-SOL IS— 


off or immersion type of application. Can be 


used hot or cold in solutions containing as much P 
as 10 parts of water. Acts in 1 to 2 minutes. @ NON TOXIC—Will not 


Widely used as a rinse after alkali stripping harm health 
or cleaning at high dilutions. Heavier concen- 


trations thoroughly remove heavy rust and . ‘ 
scale. Paint jobs adhere better over a surface @ SAFE—Contains no volatile 


prepared with RUST-SOL #120. or inflammable solvents 


RUST-SOL #103 WIPE-OFF TYPE @ EXCEPTIONALLY ECO- 
Designed to clean and prepare steel for paint- NOMICAL— Does not eva p- 


ing by simple, inexpensive hand application. = * 
At a recommended dilution with 2 to 3 parts orate—Extended with water 


of water, RUST-SOL #103 emulsifies oil and 
grease—dissolves all rust and oxide. Wiped @ DEPENDABLE—Insures bet- 


off, it leaves the surface prepared with a . 
rust-resisting Iron Phosphate Coating—a de- ter nian adherence and 
pendable painting surface. durability 


WRITE FOR DETAILED LITERATURE AND PRICES 


KLEM (Caicdls « 


OFFICES IN PRINCIPAL CITIES 


14401 LANSON ° DEARBORN, MICHIGAN 
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tion of white finishes may be affected 
by many exposure conditions, and 
there is one test which reveals com- 
plete information. The initial color 
change in an organic finish, commonly 
called bleach after baking, can be 





Fig. 2—Atlas Weather-Ometer used in the 
accelerated testing of coatings 
(Photo courtesy Atlas Electric Devices Co.) 


checked by masking a portion of the 
panel and exposing for two points to 
bright sunlight. After exposure the 
finish should be placed in a dark room 
free to air circulation for 24 hours and 
examined for the degree it has return- 
ed to the original color. Definite bleach- 
ing affects the color matching of 
metal parts in assembly, and may 
show up adversely as a contrast be- 
tween protected and unprotected areas 
in display cases. A comparison of the 
color retention under clean exposure 
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conditions can be made by exposure 
under glass to sunlight for a period of 
two weeks, one month, and two 
months. 

In carrying out the color retention 
tests in the Bridgeport General Elec- 
tric appliance finish test laboratory, 
according to the description previ- 
ously referred to, test panels after 
aging for 48 hours to allow for normal 
bleaching are exposed to the ultra- 
violet rays of an Atlas Weather- 
Ometer. An illustration of commercial 
equipment of this type is shown in 
Fig. 2. Half of the panel is shielded 
from the ultraviolet rays with alu- 
minum foil so that the original and 
final colors may be compared at the 
end of the test on the same panel. The 
test is continued for 200 hours, at the 
end of which time it is required that 
the finish must not have dulled or 
noticeably discolored. 

In any testing program to aid in 
the selection of a finish, it should be 
remembered that such selection is de- 
pendent on the use of the end product, 
but no matter what the product, it 
should be a balanced finish, in which 
one outstanding property is not gained 
at the sacrifice of other necessary 
properties. 

* * * 


Importance of Proper Control 
in Anodizing Aluminum Alloys 


HE oxide coatings formed on alu- 
minum by anodic treatment con- 
stitute one of the most important 
classes of finishes for aluminum alloys. 
By controlling the process the char- 
acteristics of the coating can be varied 
over a wide range. The coating is in- 
trinsically hard and offers substantial 
resistance to wear and rubbing abra- 
sion. The value of anodic coatings for 
specific applications is usually deter- 
mined by measurement of one or more 
of the specific properties required. 
Properties such as hardness, abrasion 
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resistance, thickness, absorptive ca- 
pacity, or resistance to corrosion may 
be varied widely by changing the coat- 
ing characteristics. 

Some of the factors which affect the 
formation of aluminum oxide coatings 
produced by the anodic treatment of 
aluminum in sulfuric acid and oxalic 
acid electrolytes were presented by 
Ralph B. Mason and Charles J. Slun- 
der, in the December 1947 issue of ‘‘In- 
dustrial and Engineering Chemistry,” 
based on work carried out at the Alu- 
minum Research Laboratories, New 
Kensington, Pa. The development of 
suitable test methods and the deter- 
mination of the effect of the operating 
variables on the properties of the 
anodic oxide coatings on aluminum al- 
loys have been the subject of consider- 
able research. One such test method, 
which involves a measurement of the 
anodic coating weight by dissolving it 
in a solution of phosphoric and chromic 
acids, has been found valuable for de- 
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termining .the efficiency of anodic 
oxidation and showing the effect of 
either minor or major changes in the 
coating procedure. Preliminary experi- 
ments indicated that even very small 
changes in the operating conditions of 
the anodic oxidation process were eas- 
ily detected by changes in the weight 
of coating or in the weight of metal 
removed. 

A convenient unit for expressing the 
results was obtained by dividing the 
weight of coating formed under the 
conditions of test by the weight of 
metal removed during formation of 
the coating. This “coating ratio” is a 
measure of the overall anode efficiency 
with respect to coating formation. 
Thus, a coating ratio lower than the 
theoretical ratio 1.889—the value 
reached if, in the case of pure alu- 
minum, all the metal which reacts 
electrochemically is converted to the 
oxide—indicates that alumina has 
been dissolved by the electrolyte, 
either chemically or electrochemically. 
A satisfactory solution for stripping 
the anodic oxide coatings consists of 
35 ml./1. of 85 per cent phosphoric acid 
and 20 g./1l. of chromic acid, used at a 
temperature of about 200 deg. F. for 5 
minutes or until all the oxide.is dis- 
solved. The specimen is carefully 
weighed before and after. By subtrac- 
tion the weight of coating and weight 
of metal lost are obtained and from 
these values the “coating ratio” can be 
ascertained. 

Alloy Composition. It was reported 
by Mason and Slunder that aluminum 
metal of a composition that ap- 
proaches 100 per cent purity is con- 
sumed anodically at close to 100 per 
cent efficiency. Aluminum of com- 
mercial purity (2S) was checked and 
found to dissolve at an anode effici- 
ency of about 97.5 per cent. One point 
was brought out strikingly, regarding 
the effect of metal composition, by the 
17S-T and 24S-T samples. While, as 
brought out by Mason and Slunder, it 
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was previously known that coatings on 
alloys of these types were not so thick 
or abrasion-resistant as those on pure 
metals, the experiments showed that 
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Fig. 3—Chart showing variations in coating 
ratio with temperature of electrolyte of high- 
purity aluminum 
(Illustration courtesy ‘Industrial and Engi- 
neering Chemistry’’) 


the coating ratio is markedly decreas- 
ed and also that only about 80 per cent 
of the current is effective in reacting 
with the alumium. For these tests the 
specimens were anodized in 15 per cent 
sulfuric acid at 18 amp./sq. ft. and 70 
deg. F. for a period of 30 minutes. 

Concentration and Temperature of 
Electrolyte. Figure 3 presents curves of 
coating ratio against temperature of 
anodization for three sulfuric acid elec- 
trolytes. It was pointed out by Mason 
and Slunder that these curves have the 
expected form, since it is known 
that the hardest and most dense coat- 
ing ratio obtained for all three concen- 
trations of acid, as the temperature 
is raised above 90 deg. F., indicates 
that thinner, more porous coatings are 
formed because of the increased solv- 
ent action of the warmer acid. 
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Current Density. It was found that 
a heavier and denser coating was ob- 
tained at the higher current densities, 
which was explained by Mason and 
Slunder on the basis that the coating 
is formed at a faster rate, and, for the 
passage of the same quantity of elec- 
tricity, the coating remains in contact 
with the solution for a shorter time 
and thus is subject to less chemical 
attack. Therefore, the slope of the 
curve representing the metal dissolved 
as a function of the “coating-ratio” 
should be steeper at the lower current 
densities, and Fig. 4 shows this to be 
the case. 

The metal removed is a measure of 
the ampere-minutes used in the cell, 
and the curves show that for the same 
quantity of electricity the heavier and 
denser coatings are formed at the 
higher current densities. This would in- 
dicate that, from a practical stand- 
point, the highest current density con- 
sistent with satisfactory properties 
and economical operation should be 
chosen. However, the voltage required 
increases and the anodic coatings may 
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Fig. 4—Chart showing effect of current density 
on coating ratio for 99.9 per cent aluminum 
anodically treated in sulfuric acid. 
(Illustration courtesy ‘Industrial and Engi- 
neering Chemistry’’) 
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have a tendency to be somewhat rough 
at the higher current densities. 

Time of Treatment and Temperature 
Effects. Figure 4 also shows that high- 
er coating ratios are obtained with 
thin coatings than with thick ones. 
This is additional evidence that coat- 
ings which remain in contact with the 
acid electrolyte are gradually dis- 
solved. The greatest coating ratio 
should, therefore, be obtained with 
coatings formed in the shortest time. 

The fact was brought out by Mason 
and Slunder that at elevated tempera- 
tures the aluminum oxide coating can 
be dissolved by the electrolyte at the 
same rate at which it is formed, which 
emphasizes the importance of the elec- 
trolyte temperature in determining the 
characteristics of the coating. The 
anodic oxidation experiments, carried 

‘out at different temperatures, showed 
that the oxide coatings were dissolved 
at different rates, depending on the 
temperature of the electrolyte. The 





weight of the oxide coating, therefore, 
depends on the balance that is reached 
between the rate of formation and the 
rate of solution. 

When the maximum rate of solution 
is reached, the pore walls are tapped 
and the thickness of the pore walls 
near the surface is at a minimum. 
Thus, the maximum thickness of coat- 
ing has been reached for the specific 
operating conditions. The temperature 
of the electrolyte affects the taper of 
the pore walls. At low temperatures, 
according to Mason and Slunder, there 
is only a slight taper; at the higher 
temperatures, the taper is proportion- 
ally greater. The size of the pores at 
the outer surface increases as the tem- 
perature is raised and reaches a maxi- 
mum size when the rate of solution 
and the rate of formation are equal. 
Under these conditions the walls of the 
pores near the outer surface are likely 
to break down to form a soft chalky 
layer. This explains the fact that the 
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abrasion resistance of the oxide coating 
decreases as the temperature of the 
electrolyte used in its formation is 
raised. Also, it was pointed out that 
oxide coatings formed at higher tem- 
peratures adsorb dyes more readily. 

Other Electrolytes. It was brought 
out by Mason and Slunder that oxalic 
acid and mixtures of oxalic acid and 
sulfuric acid have been used commer- 
cially in anodizing aluminum. Experi- 
ments carried out along the same line 
as the above, which used the straight 
sulfuric acid electrolyte, showed that 
the coating ratio obtainable with 
oxalic acid is only a little lower than 
with sulfuric acid, but the anode cur- 
rent efficiency based on the weight of 
aluminum removed, was only 92.5 per 
cent, indicating that 7.5 per cent of the 
current was consumed in some other 
electrochemical reaction. | 

The addition of sulfuric acid to 
oxalic acid, as the electrolyte for the 
anodizing operation, was found to 
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raise both the anode current efficiency 
and “coating-ratio” to approximately 
the value expected with sulfuric acid 
alone. The required voltage was low- 
ered considerably. Thus, anodic treat- 
ment with the mixture resembles that 
with sulfuric acid in operating char- 
acteristics. However, it was pointed 
out that the oxalic-sulfuric mixtures 
may be operated at higher tempera- 
tures than sulfuric acid alone with- 
out the formation of soft coatings. 

Thus, the technique employed in 
these studies points to the usefulness 
of the weight-of-coating method for 
studying the mechanism of anodic 
oxide coating formation on aluminum 
alloys, the investigation of new elec- 
trolytes, and the accurate determina- 
tion of the effect of variables in the 
anodic oxidation procedure. 


* * * 


Preparation of Base Metal for 


Gold Plating 


is generally recognized that cop- 

per, brass, nickel, and silver are 
readily gold plated; however, as a 
practice, ‘steel is usually first plated 
with one of the above metals prior to 
gold plating. In some cases silver- 
plated hollowware is scratched-brush- 
ed wet and then gold plated. It should 
be remembered that if gold is to be 
deposited on a buffed surface the base 
metal involved should be given 
the usual cleaning treatment prior to 
gold plating. With certain products 
solder marks are often covered by an 
undercoating of copper, brass, or 
nickel. 

Most gold deposits are very thin and 
under these conditions the color of the 
undercoat sometimes influences the 
color of the plated object. It has been 
pointed out that with a gold deposit 
0.000025 mm. (0.000001 in.) or more 
in thickness, this effect is eliminated; 
so that where a heavier coating is 
used, the limitations as to choice of 
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undercoat are less (see also Weisberg 
and Graham, ‘Gold Plating,” publish- 
ed in “Modern Electroplating”’). 

A brass undercoating is sometimes 
specified because there is less contrast 
in color if the gold wears through in 
some places. In many present-day op- 
erations where the utmost in wearing 
qualities is required, the gold plate is 
protected by a covering of transparent 
lacquer, which is baked on. All things 
being equal, a nickel undercoating is 
usually considered very satisfactory. 
For example, it has been reported that 
costume jewelry made of brass or 
white metal, which was first plated 
with about 0.0002 inch of bright nickel, 
then with only enough gold to give 
the desired color, and finally covered 
with a good grade of baked transpar- 
ent lacquer, has been found to stand up 
well in service. 

Special procedures have also been 
developed for the gold plating of stain- 
less steel, since the passive character 
of the base metal may require special 
treatment. Several patents have been 
issued covering methods requiring 
electropickling of work in hydrochloric 
acid solutions or, in another case, a 
dip in a fluoride mixture. Generally, 
where these treatments are used it is 
best that the work be connected to the 
cathode rod before immersion in the 
gold plating bath, the composition of 
which may be altered to suit the condi- 
tions of pretreatment. 
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report has recently been made on 

the behavior of a range of protec- 
tive non-metallic coatings applied to 
structural mild steel and exposed to 
field corrosion tests as part of the in- 
vestigations conducted by the Protec- 
tive Coatings Sub-Committee of the 
British Iron and Steel Research Asso- 
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ciation. (See also the Journal of the 
Iron and Steel Institute - January 
1948.) The protective schemes tested 
were classed in three groups; namely, 
paints, sprayed coatings and other 
coatings. The painting schemes stud- 
ied included two and four-coat combi- 
nations of red lead in linseed oil and 
red oxide in linseed oil, a proprietory 
scheme of paints bound with alkyd res-. 
in media, and painting schemes incor- 
porating priming coats of resin rein- 
forced lanolin-base paints. These were 
applied in the laboratory to specimens 
prepared for painting by a number of 
different surface treatments. 

The sprayed coatings tested com- 
prised a paint with no volatile consti- 
tuent, prepared for spraying on hot by 
a special pistol, cement-asbestos as 
used chiefly for insulation purposes, 
powdered bitumen mixtures, and a 
mixture of powdered zinc with a high 
silica glass, these powdered mixtures 
being sprayed by a modified form of 
the powder metal spraying pistol. The 
other coatings tested were a tar-tal- 
low-lime mixture applied hot, vitreous 
enamel, and a rubber-wax mixture 
which could be molded to give a con- 
tinuous sheath. 

The interim conclusions drawn in 
the report were based on the results of 
observations over periods of up to 5 
years in the case of atmospheric tests, 
and of two years in the case of the 
seawater tests. These observations 
showed that the two coat painting 





schemes applied to the mild stee] 
specimens pickled by the sulfuric acid- 
phosphoric acid process, which involves 
a final dip in 2 per cent phosphoric 
acid, were in good condition after five 
years in the atmosphere. According to 
the details given for this pickling pro- 
cedure, the steel specimens were de- 
scaled by immersion for 15-20 minutes 
in dilute (5-10 per cent) sulfuric acid 
at 60-65 deg. C., rinsed by dipping 
twice into water at 60-65 deg. C. and 
finally immersed for 3-5 minutes in a 
bath containing approximately 2 per 
cent of free phosphoric acid and 0.3- 
0.5 per cent of iron at a temperature of 
85-90 deg. C. On removal from the final 
bath the specimens dried rapidly, leav- 
ing a dull gray film of phosphate on 
the surface. It was reported that-this 
film, by itself, has only slight protec- 
tive value, but forms an excellent 
base for paints. 

In contrast to these satisfactory re- 
sults, bad results were reported when 
one of these painting schemes was ap- 
plied to specimens that had been par- 
tially descaled by weathering and then 
wire brushed; in this case, according 
to the report, failure occurred in 1.6 
years or less. Treatment of this type of 
surface with a proprietory inhibitive 
wash, containing phosphoric and 
chromic acids, before painting failed 
to improve matters. 

Lanolin-base paints hardened with 
synthetic resin, and containing chro- 
mate pigments were found to give good 
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results as primers over pickled steel 
in atmospheric tests. It was also re- 
ported that a special process whereby 
a paint containing no volatile matter 
is sprayed on gave good results in an 
industrial atmosphere, but showed 
signs of breakdown after 5 years in a 
non-industrial atmosphere. 

The report also stated that a tar- 
tallow-lime mixture, applied hot, fail- 
ed to protect the steel specimens for 
more than 3 years in an industrial at- 
mosphere, but this life was compar- 
able with that which would have been 
obtained from a single paint coat of 
approximately the same weight. In 
the case of coatings of sprayed ce- 
ment-asbestos, 14, inch thick, no ex- 
ternal sign of corrosion of the encased 
steel was visible after 5 years. Also, 
it was stated that a rubber-wax 
sheathing gave good results in an in- 
dustrial atmosphere, but showed some 
irregularities in a marine atmosphere. 

As regards the vitreous enamel 
coatings, it was reported that they 
were in perfect condition, apart from 
minor mechanical damage, after 5 
years in industrial or non-industrial 
atmospheres, and 2 years in sea water. 
Heavy coatings of sprayed bitumen, 
alone or mixed with rubber or zinc, 
were stated to have shown good re- 
sults when continuously immersed in 
sea-water. It was also stated that the 
addition of glass to zinc coatings, 
sprayed by the powder pistol, had no 
appreciable effect upon their perform- 


ance when continuously immersed in 
sea-water. 





Wetting Agent Bulletin. A four-page 
bulletin describing PN-700, a chemical 
water conditioner or wetting agent, has 
been issued by Service Industries, 2103 E. 
Somerset St., Philadelphia 34, Pa. The 
properties of PN-700 are described and 
industrial applications of the material 
are suggested. Copy free upon request. 





“Belke Rod Agitators for Plating 
Tanks” is the title of a four-page illus- 
trated bulletin designated as Bulletin 199 
and issued by the Belke Manufacturing 
Co., 947 N. Cicero Ave., Chicago 51, Il. 
The bulletin describes rod agitators for 
electroplating tanks, and outlines the ad- 
vantages to be gained from their use. 
Copy free upon request. 





“Hercules Products” is the title of a 


_ 20-page booklet being distributed by the 


Hercules Powder Co., Wilmington 99, Del. 
The booklet classifies the chemicals man- 
ufactured ty the company into groups 
according to the type of product and the 
use of each group. Approximately 100 
chemicals are described as to chemical 
makeup, uses, and potential applications. 
Copy free upon request. 





“Dust Collecting Systems in Metal In- 
dustries”’ is the title of a 24-page illus- 
trated booklet issued by The Kirk & Blum 
Manufacturing Co., Cincinnati 25, Ohio. 
The various industrial applications of 
Kirk & Blum dust collecting equipment 
are illustrated and described in the book- 
let, thus presenting a clear picture of the 
various possible uses of these products. 
Copy free upon request. 





FELT DOES IT BETTER 





Paramount Brand 





FELT WHEELS 


Superior for Polishing and Buffing 
When you order FELT WHEELS specify 
PARAMOUNT BRAND FELT WHEELS 

for top quality and uniformity. 


BACON FELT CO. 


“America's Oldest Felt Manufacturer" 
Send for our New Complete Catalog 


tf WINCHESTER, MASS. 
Established 1824 
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Up at Tilbury, Ontario, Burdett 
| Infra-Red Gas Systems are on 
— the job—drying 3,000 Ibs. of 


el. assembled domestic oil burn- 
ami ers an hour for the Chatco 
ps ; 
he Steel Products Company. Paint 
oe: drying is an important opera- 
a“ tion in this plant. With Burdett 
Systems, time in and out of 
the heat zone is 7 minutes at 
. ° . 
ied 350° F. Gone forever is an- a BG 
s- other large production bottle- a p4. | 
” neck. ; ] ‘ ING will 
of § . Speed-up of operation is, of i ae 
os course, important to every 
1e production schedule. But Bur- 
8. dett Systems go beyond that 


point — providing a constant, 
always uniform bake... with 
better control and lower oper- 
ating costs. 


Send your specifications TODAY for Burdett’s Engineered 
Rec Get the all-new 12 page Illustrated 
Bulletin. 


3447 West Madison St., Chicago 24, Ill. 


J BURDETT manera ns 


Reeser see eer 









Write TODAY 
for full 
information 
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PRACTICAL APPLICATIONS 
of Modern Products 








Modern Finishing Techniques 
Boost Production of Tracy 


““Customized’”’ Kitchens 


T the Tracy Manufacturing Com- 

pany, Pittsburgh, Pennsylvania, 
the production of domestic kitchen 
equipment is fast-paced but efficient, 
with the standards of careful work- 
manship and thorough preparation 
which distinguish all high quality 
products being maintained at all 
times. By a harmonious combination 
of stainless steel with phosphatized 
white finish mild steel, Tracy has 
evolved all-steel “Customized” kit- 


chens, unique for their beauty and dur- 
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ability, as well as for their convenience 
and working efficiency. 

The stainless steel, which is fabri- 
cated in a series of metal-working 
operations, embodies physical and 
chemical properties which provide 
strength, resistance to acid corrosion, 
ease of cleaning, and durability. The 
mild steel used as basic material for 
the painted cabinets requires special 
conditioning to increase its corrosion 
resistance and to improve its paint- 
bonding properties. Such chemical 
conditioning at Tracy combines clean- 
ing and phosphate coating and is per- 
formed quickly, effectively, and eco- 
nomically in a power spray washer 
constructed throughout of mild steel. 
“Duridine,” the clean- 
ing and coating chemi- 
cal, is a product of the 
American Chemical 
Paint Company, Am- 
bler, Pennsylvania. The 
phosphatizing and _ fin- 
ishing department was 
constructed by the 
Spray-Con Company of 
Chicago. 

The production se 
quence of cleaning and 


Fig. 1—Sheet steel cabinets 
and other parts enter the 
power spray washer in a 
steady procession. Pre- 
cleaned by hot water in 
Stage 1, the work is cleaned 
and phosphate coated in 
Stages 2 and 3, rinsed in 
Stage 4, and rinsed with 
pH-adjusted water in 
Stage 5 
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Fig. 2—To ensure a perfectly 
dry phosphate surface and 
to remove any moisture 
trapped in corners, this 
worker air-blows the entire 
surface with clean dry com- 
pressed air just before the 
phosphate-coated parts pass 
into the drying oven. 


finishing at Tracy be- 
gins at the washer en- | 
trance, as shown in Fig. 
1. Here, heavy gauge 
sheet steel cabinet 
frame assemblies, each 
electrically spot welded 
into a single unit for 
maximum strength and rigidity, are 
suspended on hooks attached to an 
overhead monorail conveyer. As the 
assemblies pass through the condition- 
ing tunnel, they are subjected, in suc- 
cession, to the impingement of clean- 
ing and coating, rinsing and acidulated 
rinsing sprays in the following order: 
(1) hot water precleaning spray, (2) 


hot Duridine spray, (3) hot Duridine 


spray, (4) cold water rinse, and (5) 
final hot acidulated rinse. 
Relatively free from sludge, the 
| 
% 


\ 


{ 
j 
j 
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Duridine bath produces on the sheet 
steel cabinet frames and other cabinet 
parts a thin, tight, non-metallic, iron 
phosphate coating of crystalline struc- 
ture which presents an ideal surface 
for receiving the white finish and an- 
choring it firmly. In cases of nicking 
or chipping which expose the metal, 
the coating retards the spread of rust 
under the surrounding finished area. 

Compressed air blow-off of excess 
and trapped moisture, as illustrated in 
Fig. 2, is followed by hot-air drying 
of the assemblies 
over Burdett in- 
fra-red principle 
gas burners at a 
temperature of 
400 deg. F., as 
shown in Fig. 3. A 
similar heating 
system is used for 





Fig. 3—Cabinet parts 
leaving the 400-deg. 
F. drying oven. The 
conveyor distance 
from oven to primer 
paint booth is suffi- 
cient to allow the 
work to cool to room 
temperature before 
priming. 
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Fig. 4— Tracy spray painter applying 

final coat of white finish enamel to un- 

derside of cabinet shelf. Thorough over- 

all phosphate coating and two-coat 

painting provide attractive finish and 
basis metal protection. 


baking the enamel finish for 
about one hour at a temperature 

of 290 deg. F. Complete indus- 

trial safety is ensured by the use 

of a Brown Protectoglo Combus- 

tion Safeguard flame electrode 
system which utilizes an elec- 
trode placed directly in the 
flame, thus making the flame 

part of the electronic circuit. As long 
as the flame is in operation, the circuit 
remains closed. If the flame fails, the 
circuit is immediately opened, the re- 
lay is de-energized, and in two seconds 
the gas flow is stopped. 

All surfaces of the phosphatized cab- 
inets, including undersides, are care- 
fully primed and painted with Du Pont 
Dulux in pressurized paint booths, as 
shown in Fig. 4. Fresh air pumped in 
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from stations on the plant roof is cor 
stantly fed into the booths throug 
felt filters to prevent the ingress oj 
dust and assure an unblemished snow 
white finish. 

The final operation consists of 
assembling of the stainless steel sink 
to the white cabinet to complete the 
Tracy Customized kitchen unit, as il 
lustrated in Fig. 5. ; 

All the cleaning, coating, and finish 

ing processes are carried oul 
in a minimum of floor space 
The unique layout of the con 
veyor system and the inte 
grated scheduling of forming 
and welding operations whic 
permits a steady flow of party 
to the conveyor provide the 
Tracy Manufacturing Com: 
pany with an efficient produc: 
tion setup to meet the de 
mand for its products. 


finish all steel cabinets provides ¢ 
household unit. of modern design 
and maximum working ease. 
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are going “hell-for-leather” in this shoe factory 


Dust is one of the by-products of shoe manufacture. In the shaping of 
soles and heels, and the buffing of finished parts, fine particles of leather, 
mixed with polishing and dyeing compounds are loosed in large quantities. 


Many shoe manufacturers now use TORIT equipment to collect this waste 

and recirculate the cleaned air. They have found compact, self-contained 

TORIT Dust Collectors easy to install and thoroughly efficient in operation. 
This is one of many installations showing the 
adaptability of TORIT Dust Collectors to the dust 
collection problems of different industries. They 
are available for immediate delivery in models 
ranging from 3 HP to 5HP. For details and the 
latest TORIT catalog, write: 


TORIT MANUFACTURING CO. 


314 Walnut Street St. Paul 2, Minn. 





July, 1948 PRODUCTS FINISHING 97 








Refrigerators Painted Elec- 


trostatically at Norge 
A: the Muskegon Heights, Michi- 
gan plant of the Norge Division, 
Borg-Warner Corporation, refriger- 
ator cabinets and doors are painted by 
the electrostatic spray process. Sever- 
al months ago the Ransburg spray unit 
was moved from pilot line operation to 
the main production line. The electro- 
static unit automatically applies the 
first coat to the outside area of the 

refrigerator cabinet and doors. 

The cabinets and doors are carried 
through the spray booth by an over- 
head conveyor, as illustrated in Fig. 1. 
Two cabinets (one per hanger) on 48- 
inch centers are followed by a work 
holder designed to hold two sets of 
provision and machine compartment 
doors. This permits the alternate paint- 
ing of cabinets and doors in a way 
that best lends itself to the subsequent 
operations. No change or adjustment 
in the automatic equipment is required 
to coat both doors and cabinets. The 
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cabinets are inverted to preclude dust 
settling on the top in the baking oper- 
ation. The back is not coated in the 
first coat as this area is largely cov- 
ered by the “‘flue’’ which is subsequent- 
ly attached. 

Spaced 12 inches from the surfaces 
being painted is the high voltage grid, 
shown in Fig. 2, which creates the elec- 
trostatic field of attraction between it- 
self and the electrically grounded parts. 
The high voltage equipment and cer- 
tain special controls were supplied by 
the Ransburg Electro-Coating Corpo- 
ration. Among these controls is a new 
development which the Ransburg Cor- 
poration calls ‘The Electronic Spark 
Guard,” which turns the equipment 
off in case any breakdown in insula- 
tion occurs, or in case a part should 
inadvertently get so close to the volt- 
age grid as to cause a spark. This de- 
vice actually turns off the power be- 
fore the spark occurs and thus adds 
considerably to the safety of the paint- 
ing operation. 

The entire painting operation is ac- 
complished in one 
pass through the 
single booth, em- 
ploying seven au- 
tomatic spray 
guns operated at 
very low pres- 
sures. character- 
istic of the elec- 
trostatic process 
—2 psi. fluid 
pressure and 18 
p.s.i. atomizing 
air pressure. The 


Fig. 1—Overall view 
of the automatic elec- 
trostatic spray instal- 
lation at the Muske- 
gon Heights, Michi- 
gan Norge plant 
shows how cabinets 
and doors are hung 
so that the ‘‘wrap- 
around” action of the 
electrostatic field at- 
tains maximum effi- 
ciency. 
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PUT “Overspray ” 10 WORK! 


For example: 


2 cents per housing 
saved in paint alone 
on these bathroom 
scales with auto- 
matic Ransburg 
Electro-Spray. 


Overspray is costly waste—in both paint and labor. 


When you convert to the Ransburg Electrostatic Spray 
process, “‘overspray” is utilized. Paint savings alone average 
40 to 60 per cent . . . paint mileage is ordinarily doubled. 


That’s why Electro-spray is setting production economy 


records on job after job . . . even in factories which never 
before could consider completely automatic production 
painting. 


With the possibility of savings like these, why not ask 
Ransburg engineers to analyze your coating operations. 


RANSBURG 





RANSBURG ELECTRO-COATING CORP. 


Indianapolis 7, Indiana 
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Fig. 2—Close-up of the booth show- 
ing arrangement of the three-sided 
Ransburg electrode system 


guns move automatically up 
and down the sides, and back 
and forth across the inverted 
top to produce a uniform 
paint film. This, in itself, is an 
improvement over the hand 
spray methods, and holds 
paint rejects to a minimum. 
Figure 3 is a view of the 
spray gun installation. Hand 
spray is employed for coating 
the inside of the machine 
compartment doors and the 
inside of the machine com- 
partment itself, since these 
areas are shielded and cannot 
be coated by electrostatic 
deposition. 
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One of the features of 
the operation is the so- 
called “wrap around” 


that is inherent in the | 


tansburg process. Elec- 
trostatic attraction 
causes the paint to de- 
posit as heavily on the 
edge masked from the 
spray as it does on the 
edge facing the spray. 
Part of this accomplish- 
ment is due to the man- 
ner in which the spray 
guns are turned off and 
on between parts. An- 
other very helpful re- 
sult of the “wrap- 
around” action is the 
full coating that is ac- 
complished on all edges. 


Fig. 3 — Individual pressure 
regulators provide accurate 
control of fluid and atomiz- 
ing pressures-at each gun. 
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Dolau's “6G-F" 


Synthe-Chrome- A clear water white baking synthetic 


which provides the closest reproduction of chrome plating on 
alo lalpvan oLOhac-xe MY ZaliC-Manl-1(el Mel {Meco Kiilale Mm => <ot-1 ol ifolalol hate (-Xt] col ol[- 


ol-XeolUKi- Mola Gal colli alle alolarole[-e 


No. 2 
988-Shop Cout Pnimen- Quick drying, all-purpose 


primer. Adaptable to all metal surfaces. Exceptional value. 


No. 3 
1016-@lack Wletal Lacquen- Outstanding quality 


designed for use on Instrument Panels, Control Cases, Switch 


Boxes, etc. 


No. 4 
855- ‘Waten-Dip Chean- A synthetic protective coat 
Tale MN Zale Lea -1a1 Ko. {TelelilolaMmelare Mn ilalel-1am ol@lalilare Momo] iim ol(oh{-te 


surfaces. Instantaneous dry. 


melaxe(-tielli-veMlalcelauilelilelaM Aalicmielee) aa 


U. 9. Dolan & Cs., Tue. 


Manufacturers of 


‘‘Unquestionable Quality’? INDUSTRIAL FINISHES 


1830 N. Laramie Ave. Chicago 39, Ill. 
Berkshire 0100 
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With previous manual spray the satis- 
factory coating of the edges was a 
most expensive operation. If they were 
not properly coated, there was a pos- 
sibility of rust starting there and 
creeping onto exposed surfaces. 

This new application of the Rans- 
burg electro-coating processes is mak- 
ing history at Norge in that it forms 
an outstanding postwar improvement 
made in the manufacturing facilities. 

' Borg-Warner vision and engineering 
have made possible an accomplishment 
that many in the field said could not 
be done. 





Improved Process Control 


and Increased Production 
Obtained with Radiant 
Heat ' 


 erermeaneayod production and a more 

lustrous finish on metal toys are 
credited to gas-fired (infra-red) radi- 
ant heat by the Structo Manufacturing 
Co., Freeport, Ill. The baking equip- 
ment was designed and built by the 
Burdett Manufacturing Co., Chicago, 
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Illustration shows 

toys being conveyed 

through gas-fired (in. 

fra-red) radiant heat 
oven. 

(Photo courtesy 
Burdett Manutac- 
turing Co., 
Chicago, IIl.) 


Ill. The gas-fired 
(infra-red) radi- 
ant heating oven 
is said to have 
made possible an 
increased produc- 
tion of toys so 
that 8,000 units 
can now be finish- 
ed in each eight- 
hour day. It is re- 
ported that the toys show improved 
quality and that the colors obtained 
are brighter. Scratching or marring 
in final assembly has been reduced toa 
minimum because the finish obtained 
shows increased resistance to mechani- 
cal damage. 

The organic finish is applied to the 
toys by dipping, draining, and then 
baking for five minutes at 290 deg. F. 
on a chain conveyor. The installation 
has made possible more accurate con- 
trol over finishing operations with re- 
sulting higher quality of product. 





NFPA Handbook of Fire Protection. 
10th edition. By Crosby, Fiske and For- 
ster. Edited by Robert S. Moulton, Na- 
tional Fire Protection Association, 60 
Batterymarch St., Boston 19, Mass. 1,500 
pages, 5144 x 7% inches. Price, $9.50. 

The tenth edition of the NFPA Hand- 
book of Fire Protection presents in com- 
pact form for ready reference the essen- 
tial information on fire prevention and 
protection that time has crystallized into 
good practice. The handbook, which 
covers both life safety from fire and the 
protection of property, represents a full 
two-years’ work on the part of the Na- 
tional Fire Protection Association staff 
with the assistance of more than 100 ex- 
pert consultants. 
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FELT - SUEDE LEATHER - MOHAIR 
VELOUR - VELVET - CARPET 





FUNCTIONAL USES 


Used in the auto, airplane, radio, electrical, 
phonograph, ceramics, furniture and many 
other industries for surfacing all sorts of 
materials to provide 

TEMPERATURE INSULATION ¢ SOUND DEAD- 
ENING e¢ INTEGRAL GASKETS ¢ SHOCK 
ABSORBING SURFACE ¢ NON-MAR SURFACE 
@ NON-GLARE SURFACE 











DECORATIVE USES 
Applied in various lengths and colors to 
wood, paper, cloth, metal, etc., the following 
effects are produced— 

FURNITURE UPHOLSTERY ¢ SUEDE LEATHER 


e INTERIOR AND DRAPERY FABRICS @ 
VELVET © VELOUR © MOHAIR ¢ CARPET 
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with these patented and trademarked Rayco specialties: 


FELT AND SUEDE SURFACE 


*Raymix”—a flock of rayon fibres, trademarked under U. S. No. 427949 to produce 
a suede effect of utmost realism on any surface. 
*"Kingcote”—a cotton flock trademarked under U. S. No. 423572, producing a 


suede effect at minimum cost. 


MOHAIR, VELOUR AND VELVET SURFACE 


“Raycote’—a flock composed of uniformly cut rayon fibres to produce on any 
surface a pile effect such as velvet, plush, or velour. Made under U. S. Patent 


No. 2014947. 


SYNTHETIC CARPET 


“Harecote’—a flock composed of animal fibres, produces a durable carpet or rug 


material. 





65 MOSHASSUCK STREET 


LAMBERT-NEW 

POLLAK PAINT co. ENGLAND CO. 
715 Main St. 79 Sudbury St. 
Buffalo, N. Y. Boston, Mass. 





Request Free Color Card of Actual Samples 





* Registered Trademark 


8 PAWTUCKET, R. I. 
J. GORDON 
H. R. MEININGER CO. sane co 
409 16th St. 3901 Main St. 


Denver, Colo. Dallas, Texas 
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H-VW-M Promotes Bauer 


and Norton 


John A. Bauer, former sales manager 
of the Hanson-Van Winkle-Munning 


Company, Matawan, N. J., has been ap- 





Robert M. Norton (left) John A. Bauer 


pointed vice. president and sales mana- 
ger to succeed Louis M. Hague, newly ap- 
pointed president of the company. Mr. 
Bauer has been with the company twen- 
ty-two years, starting as advertising 
manager of the former A. P. Munning 
Company. He later served as manager of 
the Pittsburgh, Philadelphia, and New 
York offices, returning to the home of- 
fice in 1939 as assistant sales manager. 
Robert M. Norton has been appointed 
assistant sales manager by the Hanson- 
Van Winkle-Munning Company. Prior 
to his new assignment, Mr. Norton was 
engaged in sales promotion activities at 
Matawan; before that, heserved H-VW-M 
customers in the electroplating and pol- 
ishing equipment and supply field in the 
capacity of district manager for New 
York and New England and field repre- 
sentative in the New York State terri- 
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tory. Before joining the H-VW-M organ- 
ization in 1940, he was a district sales 
manager for the Western Union Tele- 
graph Company. 





Eastern District Manager 


Appointed 


W. J. Holtmeier, 71 W. 23rd St., New 
York 10, N. Y., has been appointed East- 
ern district manager for The Standard 
Electrical Tool Co., Cincinnati, Ohio. 

Mr. Holtmeier will serve the states of 
Connecticut, Northern New Jersey, Rhode 
Island, Metropolitan New York, Eastern 
Pennsylvania, and that strip of New 
York State that extends from New York 
City north, including Peekskill, Beacon, 
Poughkeepsie, Albany, Troy, and Sche- 
nectady. 





Roberts Rouge Expands Manu- 
facturing and Distribution 
Facilities 

Through the purchase of a substantial 
interest in The McAleer Manufacturing 
Co., Ltd., Chatham, Ontario, Canada, the 
Roberts Rouge Co., Stratford, Conn., can 
now supply Canadian customers with 
buffing and finishing compounds. A com- 
plete line of Roberts compounds will now 
be produced at the McAleer plant in Can- 
ada, according to an announcement by 
Theodore F. Onkey, recently elected pres- 
ident of McAleer. Canadian customers, 
previously hampered by import restrict- 
tions, can now purchase Roberts com- 
pounds directly from McAleer. 

By a reciprocal trade arrangement, the 
complete McAleer line of polishing, rub- 
bing, and cleaning compounds will be 
manufactured at the Roberts plant for 
distribution in the United States. 
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Marvin J. Udy Honored 


The Jury of Award of the Western New 
York section of the American Chemical 
Society has awarded the Jacob F.. Schoell- 
kofp Medal for 1948 to Marvin J. Udy, in- 
ternationally known chemist and metal- 
lurgist. Among Mr. Udy’s better known 
achievements is the development of the 
process for cadmium plating, the patents 
for which formed the basis for the forma- 
tion of the Udylite Corporation, Detroit. 
Michigan. 





Emmit W. Archer Joins Dow 
Research Staff 


Recently appointed to the staff of The 
Dow Chemical Co., Midland, Mich., was 
Emmit W. Archer, who will act as re- 
search and development engineer in the 
magnesium laboratory. 

Mr. Archer received his B.S. degree 
in chemistry from the University of In- 
diana in 1943. Prior to joining Dow he 
was connected with The Udylite Corpor- 
ation, Detroit. 





Mitchell Named Clinton Factory 


Superintendent 


Stephen P. Mitchell has resigned as 
technical director of The James B. Day 
Company to accept a position as super- 
intendent of The Clinton Co., Chicago, 
Illinois. 

Mr. Mitchell re- 
ceived his B.S. de- 
gree from Franklin 
and Marshall Col- 
Jege. He then spent 
1% years as re- 
search chemist for 
The Resinous 
Products & Chemi- 
cal Co., Philadel- 
phia, Pa. In 1937 he 
accepted a position 
as part-time in- 
structor at North- 
western University 
and, while tea@h- 
ing at Northwest- 
ern, obtained his 
M.S. degree. He 
subsequently spent 
one year as a chemical engineer with the 
U. S. Gypsum Company and six years as 
research chemical engineer with the 
Sherwin-Williams Company. 





Stephen P. Mitchell 


July, 1948 


Heads Sales Staff 


L. S. Sternal has joined the Jackson 
Buff Corp., Long Island City 1, N. Y., as 
sales manager. His duties will include 
building a national 
sales force to ade- 
quately service the 
demand for the 
company’s prod- 
ucts. 

Mr. Sternal grad- 
uated from Carle- 
ton College, Minne- 
sota. He later join- 
ed the General 
Electric Company 
in Schenectady and 
Bridgeport. Prior to 
the war, he was a 
sales engineer for 
Minnesota Mining 
and Manufacturing 
Company, New 
York Branch. After 
serving three years 
in the Navy as an officer on the staff of 
a destroyer squadron commander, he re- 
joined Minnesota Mining as a methods en- 
gineer. 

Mr. Sternal brings to his new position 
wide experience in the development of 
processing and technique in the polishing 
industry. 





L. S. Sternal 





American Standards Association 
Safety Code Committee 


Increasing emphasis on proper plant 
ventilation has led to reorganization of 
the Sectional Committee on Safety Code 
for Industrial Exhaust and Ventilation, 
according to an announcement by the 
American Standards Association, 70 E. 
45th St., New York 17, N. Y. Theodore 
Hatch of the Industrial Hygiene Founda- 
tion has been named chairman of the re- 
organized committee. 

The committee is concentrating its ef- 
fort around specific operations for which 
exhaust ventilation is needed rather than 
the development of specifications for the 
equipment itself. Ten operations have 
been selected for the basis of future 
work; namely, mechanical cutting and 
abrading; surface coating; open tank op- 
erations; solid materials handling; fuel- 
burning exhaust-gas producing opera- 
tions; molten materials handling; weld- 
ing, burning, and soldering; fiber hand- 
ling; and chemical process operations. 
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District Managers Confer 


Turco Products, Inc., 6135 S. Central 
Ave., Los Angeles 1, Calif., assembled 
district managers for a two-day home of- 
fice conference with laboratory techni- 
cians and department heads. 

The principal theme of the sessions 
concerned the adaptations and applica- 
tions of new wetting agents and deter- 
gents to the company’s line of specialized 
cleaning compounds. The district mana- 
gers will in turn convey this information 
to the members of the field service organ- 
izations. 





Lupo Research Laboratories 


Formed 


Joseph Lupo has resigned as vice presi- 
dent of Lupomatic Industries, Inc. and is 
now devoting his time to organizing re- 
search and service laboratories in several 
large industrial centers in the United 
States and Canada. The laboratories will 
operate under the name of Lupo Research 
Laboratories, and will be concerned with 
the development of tumbling equipment 
and compounds. The laboratories will 





Offering 


CHROMIC ACID 
— 99% PLUS 


COLE LABORATORIES, INC. 
23rd Street and 37th Avenue 
Long Island City, New York 


Stillwell 6-1200 
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have all facilities necessary to process 
any parts submitted and also to perform 
any production job test. The first three 
laboratories are already in operation, one 
at 3636 Park Avenue, New York City; 
one at 745 Planfield Street, Providence, 
Rhode Island; and one at 9 North West 
Street, Mount Vernon, New York. 





Williamsville Buff Becomes Divi- 
sion of The Bullard Clark 
Company 


The consolidation into The Bullard 
Clark Company of the E. H. Jacobs Man- 
ufacturing Company with its three affili- 
ated companies, The E. H. Jacobs Manu- 
facturing Corp., Charlotte, N. C., The 
Williamsville Buff Manufacturing Co., 


Danielson, Conn., and Jacobs Rubber 
Products, Danielson, Conn., has _ been 
announced. 


The Williamsville Buff Division was or- 
ganized in 1898 by the Williamsville Cot- 
ton Mills of Connecticut, which was pur- 
chased by W. Irving Bullard and Fred- 
erick A. Jacobs in 1905. The buff business 
was retained by the Jacobs Company and 
the cotton mill was re-equipped with tire 
fabric machinery and sold to the Good- 
year Tire and Rubber Co., Akron, Ohio. 
The buff division uses over one and a half 
million yards of sheeting per year for the 
manufacture of buff wheels for polishing 
metal, and is also a large producer of pol- 
ishing wheels made of canvas and leather 
for polishing heavy machinery and hard- 
ware. 

The parent company was established in 
1869 by Edward H. and Frederick A. Ja- 
cobs, Danielson, Conn., whose business 
idealogy was to have management and 
ownership remain within the family. To- 
day, after 80 years, the third generation 
assumes control of management and 
ownership. 

The new officers of The Bullard Clark 
Company are: W. Irving Bullard, chair- 
man of the board of directors; Edward 
J. Bullard, president and treasurer; B. T. 
Clark, executive vice president; J. D. 
Iodge, vice president and secretary; and 
J. E. Moe, vice president. The division 
executives are as follows: E. H. Jacobs 
Northern Division, B. T. Clark, general 
manager; Williamsville Buff Division, 
Jack D. Lodge, general manager; Jacobs 
Rubber Division, J. E. Moe, general man- 
ager; and E. H. Jacobs Southern Divi- 
sion, C. W. Cain, Jr., vice president. 
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SOL-KLEAN 


Phosphoric Acid Metal Conditioner 


PREPARES METAL 
FOR PAINTING 


@ CLEANS MET AL—Removes oil, rust and cor- 
rosive agents. 

e BONDS PAINT—Etches metal and coats with 
phosphate. 

e SAFE — Non - inflammable, non - toxic, non- 
corrosive. 

e EASILY USED — Liquid applied by brush or 
dipping; wiped or washed off. 

e APPROVED—Over 3,000,000 gallons used in 
last 10 years. 

e ECONOMICAL — Dilute one volume Sol- 
Klean with three volumes of water. 


INDUSTRIAL CHEMICAL 


PRODUCTS CO. 


3779 Bellevue Ave., 
DETROIT 7, MICHIGAN 


In Canada made and sold by Boyle Chemicals Limited, Windsor, Ontario. 
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Norton Appointments 


Norman V. Crabtree, abrasive engineer 
for the Norton Co., Worcester 6, Mass., in 
Lansing, Michigan, has been appointed 
for the territory centering around Flint, 
Michigan. He will replace Harland T. 
Pierpont who is being transferred to 
Worcester to become sales manager of the 
company’s Refractories Division. 

Richard H. Merchant, formerly field 
engineer in the Detroit area, has been ap- 
pointed abrasive engineer to take over 
the district recently covered by Mr. 
Crabtree. 





DeVilbiss Industrial Finishers 
School 


Several comprehensive one - week 
courses for industrial finishers are in- 
cluded in the DeVilbiss School of Spray 
Painting curriculum for the second half 
of 1948. Maintained as a service to all us- 
ers of DeVilbiss equipment, these tuition- 
free courses include instruction on spray 
painting technique and function and care 
of spray equipment. 

Classes, lasting one week each, will be- 
gin on July 12, August 9, September 13, 
October 11, and December 13, with all 
courses covering the same instruction. 
Since class size is necessarily limited, it 
is advisable to write for reservations as 
early as possible to The DeVilbiss Co., 
300 Phillips Ave., Toledo 1, Ohio. 





Appointed Industrial Sales 


Representative 


The appointment of Lawrence M. Muse 
as assistant to G. L. Hehl, general man- 
ager, Industrial Division of The Sher- 
win-Williams Co., 101 Prospect Ave., N. 





For Sale 
SLIGHTLY USED 


BUFFS 


Loose and Sewed — 
Any Quantity — 
All Sizes. 













MICHIGAN BUFF CO., INC. 


3505 GAYLORD AVE. © DETROIT 12, MICH. 
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W., Cleveland 1, Ohio, has been an- 
nounced by Mr. Hehl. Mr. Muse will have 
charge of developing and promoting in- 
dustrial sales through Sherwin-Williams 
branches as well as in the general in- 
dustrial maintenance field. 

A native of Nashville, Tennessee, Mr, 
Muse attended Morgan Preparatory 
School and in 1936 joined Sherwin-Wil- 
liams as warehouse stockkeeper at Nash- 
ville. Later he was transferred to Chatta- 
nooga, Tennessee, in graphic arts and 
trade sales work. 

He served with the armed forces as a 
bombardier-navigator from 1943 until 
1945 when he returned to Chattanooga. 
In the interim he has served as man- 
ager of Sherwin-Williams branches at 
Johnson City, Tennessee, and Miami 
Beach, Florida, and for the past year 
and a half has been assistant to W. B. 
Bell, director of S-W’s southeastern dis- 
trict with headquarters in Atlanta, Ga. 





Morrison Awarded Army 


Contract 


The Morrison Engineering Corp., Cleve- 
land, Ohio, has been awarded a contract 
for 65 electric heat treating furnaces 
from the Air Material Command of the 
United States Air Force, according to an 
announcement by C. R. Sare, president 
of Morrison. 

The furnaces, designed and built by 
Morrison Engineering, have a tempera- 
ture range of 250 to 1,850 deg. F. with 
automatic closing temperature control. 
Each furnace is insulated with a 10-inch 
lining of refractory brick and insulating 
block and has a chain-operated counter- 
weighted door. Morrison heat control 
furnaces are electrically heated by spe- 
cially designed nickel chrome resistors. 





SOLVENTS RECOVERED BY 
THE LOFGREN PROCESS 


e RECOVER YOUR 
SOLVENTS and THINNERS 


From - Sludge - Waste - Wash - 
Spoiled Lacquers, etc. 
Each customer’s shipment, whether one 
drum or a carload, receives proper and 
separate treatment. Write to: 

SOLVENTS RECOVERY SERVICE, INC. 
1019 Broad Street 4, lewark, N. J. 
HAMMOND SOLVENTS RECOVERY SERVICE 
241 Brunswick St. Hammond, Ind. 
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PROCESSING CARRIERS 


Carefully designed, well - built 
handling equipment is a "must" in 
the plant that gears its processing 
and finishing operations to the 
almost miraculous new machine 
tools (a late one, for instance, pow- 
ered by 40 motors). 

Therefore, Rolock designs Car- 
riers for the specific job. Baskets, 
racks, trays, crates, fixtures, muf- 
fles, etc., ruggedly built for en- 
durance ... for lower handling costs 
and rejects, fast production. This 
motorized Monel barrel, for exam- 
ple, carries heavy loads for speedy 
‘aegee Handled by monorail 

cist, with side brackets for suspen- 
sion in tank. 

Ask our engineers for practical 
recommendations for any type of 
Carrier. 


ROLOCK, INC., 1400 KINGS HIGHWAY, FAIRFIELD, CONN. 
32RL48 / 


CUSTOM-BUILT for Better Work, 


Easier Handling, Lower Cost 
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— Fancher Joins U. S. 


Stoneware 


Howard Farkas, vice president and 
general sales manger of The U. S&S. 
Stoneware Co., Akron, Ohio, has an- 
nounced the appointment of Russell C. 
Fancher as sales representative in the 
Detroit area. Mr. Fancher will work out 
of the newly opened U. S. Stoneware 
Company office at 6432 Cass Avenue, De- 
troit, Michigan. 

Russell Fancher is well-known to the 
chemical and metal-finishing trades in 
the Detroit area, and is a member of The 
American Electroplaters’ Society, Amer- 
ican Society for Metals, American Chem- 
ical Society, and Detroit J. A. C. 

Mr. Fancher is a graduate of The De- 
troit Institute of Technology with a B.S. 
degree in chemistry. He has taken addi- 
tional work at Penn State, and Lough- 
borough Technical College, England. Pri- 
or to his 1943 enlistment in the U. S. 
Army, Mr. Fancher worked for several 
manufacturing organizations in Detroit, 
both in the chemical and metal-finishing 
fields. Receiving his discharge from the 
Combat Engineers in 1946, Mr. Fancher 
joined the sales organization of Eaton 
Chemical & Dyestuff Company, Detroit. 


CUT DOWN ‘aan 


WITH 





f IN YOUR METAL CLEANING BATHS 


You’ll find this synthetic detergent 

effective 

—as a wetting agent 

—as an emulsifier 

—in dispersing lime soaps which might 
cause poor plating if allowed to de- 
posit on the metal aeaiaae 

—in speeding rinsing — minimizing 
water marks 


Write for further information about Orvus to & 


i 
PROCTER & GAMBLE © Cincinnati 2, Ohio 
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Ferro Promotes Bruton and 


Davidson 


C. D. Clawson, president, Ferro Ename| 
Corp., Cleveland, Ohio, has announce 
the promotion of two company members 
effective June 1, 1948. 

G. L. Bruton has been appointed ag. 
sistant sales manager of Ferro Ename 
Corporation, reporting to Glenn A. Hutt, 
general sales manager. The other promo. 
tion went to E. C. Davidson, who was 
named manager of the Northern and 
Central Ohio, Western Pennsylvania, and 
Northern West Virginia territory. 

Mr. Bruton has been with Ferro since 
1936. He is a graduate of the ceramic en. 
gineering department, University of Il 
linois. Before joining Ferro, he workei 
for the Detroit Vapor Stove Division of 
Borg-Warner Corporation. 

Mr. Davidson also came to Ferro in 
1936. After graduating from North Caro. 
lina State College with the degree of B.S, 
in ceramic engineering, he held positions 
with Servel, Inc., Baltimore Enamel & 
Novelty Company, and Republic Stee 
Corporation. 








Westinghouse Names General 
Manager of Lamp Sales 


Ralph C. Stuart, vice president, has an- 
nounced the appointment of Russell E. 
Ebersole as general manager of lamp 
sales for the Westinghouse Electric Corp., 
Bloomfield, New Jersey. 

Succeeding William J. Massey, who re- 
tired after 50 years with the company’s 
Lamp Division, Mr. Ebersole will direct 
the company’s lamp sales activities, in- 
cluding commercial engineering and ad- 
vertising and sales promotion. Since 194 
he has been in charge of the Lamp Divi- 
sion field sales organization, which oper- 
ates from 42 district and branch offices 
throughout the United States. 

Joining Westinghouse in 1922 as a lamp 
salesman touring New York’s Hudson 
Valley communities, Mr. Ebersole ad- 
vanced to manager of Metropolitan New 
York sales; assistant manager of the 
Northeastern district; and manager of 
the Northwestern district, with head- 
quarters in Chicago. Two years later he 
moved to Bloomfield to take charge of 
all district offices. 

Mr. Ebersole, a native of Nyack, New 
York, is a member of the Illuminating 
Engineering Society, the Electrical and 
Gas Association of New York, and the 
Electrical Associates Club, New York. 
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Crack Down on Overhead 
with Williamsville Buffs 


Are all metal finishing needs 
alike? Not by a long shot! That's 
why Williamsville buffs and wheels 
are job-tailored to your particular 
wl in coloring, cutting, and pol- 
ishing. They run cool, save com- 
pee won't ravel, and give the 

ind of wear that makes cost- 
conscious management smile with 
satisfaction. 






And no wonder — because Wil- 
liamsville buffs are made of the 
highest quality sheeting, carefully 
cut, turned, stitched, and trimmed. 
To metal finishers with a weather- 
eye on competition we offer sav- 
ings in overhead costs through bet- 
ter buffing. The proof? Consult us 
now about your requirements. 
Write, wire, or phone. 


WILLIAMSVILLE BUFF DIVISION 


i oS oO Oe a 
DANIELS ON, 


Clark Company 
CONNECTICUT 
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CLEANING 


Despatch Water-Wash Spray 
Booth 


A water-wash spray booth designed to 
remove and clean paint laden air with 
maximum efficiency has been announced 
by the Despatch Oven Co., Minneapolis, 
Minnesota. 

According to the manufacturer, axial 
flow fans provide a minimum of 150 c.f.m. 
per square foot face velocity of air for re- 
moval of overspray. The air passes up- 
ward through a minimum of five water 
curtains before it is exhausted. The front 
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curtain slopes slightly so that 56 gallons 
of water per minute may pass down each 
foot of the length of the curtain with- 
out splashing. This volume is said to be 
far greater than that required to prevent 
paint build-up on the face of the curtain. 
In the eliminator section water curtains 
are provided by two headers running hor- 
izontally and provided with _ orifices. 
These orifices shoot the water against a 
razor sharp divider plate which separates 
the jets into two curtains of water. 
These curtains are made doubly effective 
by baffles which throw the water back 
across the air pas- 
sage, thus creating 
additional curtains, 

it is claimed. 
Moisture elimi- 
nating baffles re- 
move excess mois- 
ture from the air 
before it is ex- 
hausted. Paint par- 
ticles are said to be 
scrubbed so effec- 
tively that there 
is no paint build-up 
on the interior of 
the booth even 
after a long period 

of operation. 


Despatch Water- 
Wash Spray Booth 
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The last word in SIMPLICITY and ALL ’ROUND EFFICIENCY 


ie 


HERE’S WHAT IT DOES FOR YOU 


You can put an end to costly rejects and 
reworking once and for all, Sealed-Disc 
Filters remove all dirt, dust, oil and sludge 
from your plating solutions and then keeps 
them bright and clean. 

You'll no longer worry about pitting, 
spotting, poor adhesion, formation of no- 
dules, etc., you’ll get more perfectly fin- 
ished work with a saving of time and labor. 

This look inside the “Sealed-Disc” Filter 
tells the story of the new filtration princi- 
ple which is responsible for the enormous, 
filtration area and great capacity in such a 
small compact unit. This is why “Sealed- 
Disc” Filters are capable of handling as 
large a volume of solution as conventional 
filters many times their size. 


For complete details ask for your 
copy of catalogue P-347. 


Op 


ENGINEERING CORPORATION 


filters: Filter Discs ¢ Sheets-Mixers-Agitators 
307 Keen Street e Milldale, Conn. 
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HERE’S HOW IT WORKS 


The liquid flowing into the filter, fills the 
cylinder and passes into each of the sludge 
rings, and through the filter discs under and 
above the rings. The dirt, dust, oil and all 
impurities are positively held back by the 
specially constructed discs. 

The bright, clean, filtered liquid from each 
disc enters directly into the perforated screen 
next to it, runs cheowath the channels in the 
screen to the common U ppiesagy outlet post 
in the center. Each and every disc used acts 
as an individual, separate and positive filter. 


As the liquid pressure in the filter is equal- 
ized all over, except where the discs touch the 
perforated screens, excess pressure ¢annot dis- 
tort the internal parts or cause the liquid to 
pass through without being filtered. The en- 
tire surface and depth of each disc is used 
effectively to collect impurities and thus pre- 
— surface sealing, and means longer disc 
ife. 
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General Scientific Eye Sweep 


A handy, convenient instrument for 


clinic, hospital, and physicians’ office has 
been announced by the General Scientific 





General Scientific Eye Sweep 


Equipment Co., 2700 W. Huntingdon St., 
Philadelphia 32, Pa. Designated as the 
General Scientific Eye Sweep, the instru- 
ment is especially designed for the remov- 
al of foreign bodies from workers’ eyes. 

One end of the sweep is fitted with a 
magnet to facilitate the removal of steel 
splinters while the other end is fitted with 
a flexible loop for removing cinders, dust, 
and other particles. Sterilization of the 
instrument will not diminish the magnet- 
ic qualities nor affect the loop, it is 
claimed. A hard rubber case is furnished 
to provide a convenient method of carry- 
ing the eye sweep. 





Solubar Buffing Compositions 


Designed and, developed to be easily re- 
movable in cleaning operations prior to 
electroplating, Solubar soluble lime buff- 
ing compositions have been announced by 
the Apley N. Austin Co., 75 Federal St., 
Boston 10, Massachusetts. 

According to the manufacturer, Solubar 
compounds are particularly helpful to 
those electroplaters who must use a lime 
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buffing composition and then subsequent- 
ly plate on the buffed surface. The com- 
pounds can be used to advantage by jew- 
elry manufacturers and electroplaters, 

Solubar compositions are available in 
tripolies, lime, cut and color, chrome 
rouge, and red rouge types. 





Jackson Airway Contact Wheel 


A new Airway ventilated contact 
wheel for abrasive belt polishing has 
been announced by the Jackson Buff 
Corp., 21-03 41st Ave., Long Island City 
1, N. Y. This new contact wheel has been 
designed for contour or flat work on 
stainless or carbon steel stampings, alu- 
minum, brass, die castings, and forgings. 

The manufacturer claims that. the 
wheel possesses maximum resilience, 
yielding readily to pressure yet springing 
back into shape quickly for the next pass, 
High speed contour polishing of metals, 
plastics, or wood is said to be readily ac- 
complished with the ventilated contact 
wheel. 

The Jackson Airway Ventilated Con- 
tact Wheel is available in diameters 


ranging from 6 to 16 inches and in stand- 


Jackson Airway Contact Wheel 


ard sections of %4-inch face. Total width 
of the wheel face may be adjusted ac- 
cording to the requirements of the par- 
ticular operation in question. 
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Little Washers Do Big Jobs 


CABINET TYPE AND MANUALLY OPERATED METAL 
PARTS WASHERS IDEAL FOR SMALL SHOPS AND r oS ae Q | 
F 







INTER-DEPARTMENTAL USE... 


Illustrated are two Small METAL- 
WASH Spray Type Washers, espe- 
cially designed for shops and de- 
partments where a large variety of 
metal parts must be cleaned in 
small volume lots. 

They are equipped with powerful 
pumps and high pressure sprays 
which quickly strip off all dirt, oil, 
grease or plating solutions. Each in 
a compact unit, easy to use, eco- 
nomical to operate. 





isnot 


Powerful Manually We manufacture a complete line of metal Toes 
cleaning, pickling and drying equipment. 
Operated Parts Washer = Write today for further information. Cabinet type 


Washer and Rinser 








LOK P-9G Psi" 
SOLVENT 
SELF-EMULSIFYING AND SELF-SCOURING 


Gunk Concentrate when diluted with 5 to 
10 volumes of low cost petroleum distillate 
or kerosene yields a highly effective self- 
emulsifying and self-scouring solvent .. . 
forms powerful oil and water emulsions. 
These emulsions quickly pick up and re- 
move smut and abrasive particles as well 
as dirt and oil which disappear when rinsed 
with water in a safe, milky solution which 
neither clogs drains nor presents a fire 
hazard. 


® DEWAXING @ DEGREASER 
@ PREPAINT @ DEOILING 


U.S. Patent Number 2,107,288 — Exclusive 
double-barrelled detergency. 

NOTE: Sold by industrial jobbers every- 
where ... . if your jobber is out of stock 
the Curran Corporation will ship prepaid. 


CURRAN CORP., Lawrence, Mass., Mfg. Chemists 
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Kidde “L” Type Multi-Jet 
Nozzle 


Designed for smothering dip tank and 
drainboard fires with carbon dioxide gas, 
an “‘L”’ type multi-jet nozzle has been 
announced by Walter Kidde & Co., 1020 
Main St., Belleville, New Jersey. 

According to the manufacturer, the ‘‘L’”’ 
Type Multi-Jet Nozzle will emit fire kill- 
ing carbon dioxide in a fan shaped blan- 
ket which covers the liquid surface in 
tanks or along drainboards. Equipped 
with a mounting flange for easy attach- 
ment to the top reinforcing angle with 
which most tanks are equipped, the noz- 
zle is so designed as to permit installation 
of inlet piping close to tank sides. 

Because of the flat fan shaped pattern 
of the carbon dioxide gas discharge emit- 
ted by the nozzle, more complete protec- 
tion of liquid tank surfaces can be 
achieved with fewer nozzles and less pip- 
ing, it is claimed. 





Ceilcote Spray Grade 


An acid and alkali-proof lining mate- 
rial for fume-carrying ducts has been an- 





nounced by the Ceilcote Co., Cleveland, 
Ohio. 

The product, known as Ceilcote Spray 
Grade, has been under test for a number 
of years by several of the country’s larg- 
est electrical manufacturers with satis. 
factory results, it is claimed. 

According to the manufacturer, the 
material is proof against acids and al- 
kalis and has a maximum temperature re. 
sistance of 300 deg. F. It has excellent 
bond strength when applied to either 
wood or metal. Application is by special 
spray equipment which builds a lining up 
to %-inch thickness, affording expansion 
and absorption and eliminating cracking 
from vibration. 

Ceilcote Spray Grade will be applied by 
the Ceilcote Company, or may be spray- 
ed on by the user. 





**Liqui-Plate” Metallic Finish 


A baked aluminum mono-lacquer, des- 
ignated as ‘‘Liqui-Plate,’’ has been an- 
nounced by The Multi-Coat Corp., 36 
Bedford Glenns Rd., Bedford, Ohio. 

According to the manufacturer, Liqui- 
Plate has been designed to provide an 














A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic 
applied by spraying, dipping or 
rolling. It is used on stainless steels, 
high polished metal sheets, sheets 
in cold working or drawing, tools, 
dies and parts, and on sheets or 
metal parts before packaging. It 
protects against scratching and 
abrasion, and against rust. 


THE 











118 PRODUCTS FINISHING 


















Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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economical bright durable protective fin- 
ish on machinery, small tools, heavy met- 
al production parts, wheel rims, steel wall 
panels, household equipment, and store 
fronts. It is claimed that the material can 
be applied to any clean ferrous surface 
successfully whether or not such surface 
has been previously phosphatized. 

Liqui-Plate may be applied by spray or 
dip methods or flow-coating and roller- 
coating. When sprayed or dipped, it is 
recommended that the lacquer be re- 
duced 10 per cent with xylol, toluol, or 
lacquer thinner. Flow-coating and roller- 
coating may be accomplished without re- 
duction, it is claimed. 

Liqui-Plate is available in various 
forms to make possible its use in any spe- 
cial temperature or time cycle whether 
baking is accomplished by infra-red or by 
atmosphere ovens. 





Tacky-Cloth 


Tacky-cloth used for removing dust 
and lint from surfaces prior to the appli- 
cation of a finish is now available in 150 
and 250-yard rolls and is being distributed 
by the George E. Watson Co., 164 W. 
Lake St., Chicago, Ill. The rolls of Tacky- 





Cloth consists of 36-inch wide impregnat- 
ed cloth folded to a 4-ply 9-inch width 
and rolled upon a 14-inch cardboard core. 
The material may be unrolled and cut 
according to the size desired in the finish- 
ing room. 

Tacky-Cloth is said to be spontaneous 
combustion proof, a property which re- 
duces finishing room fire hazards. Each 
Tacky-Cloth roll is wrapped in grease- 
proof paper and shipped in an individual 
carton. The shipping carton may be used 
as a protective hood. It is not necessary 
to rewrap Tacky-Cloth when it is not be- 
ing used since it will not dry out when ex- 
posed to air, it is claimed. 





Cooper Model DO-18 


Electric Oven 

An electric oven designed for labora- 
tory and general chemical work involv- 
ing baking, drying, and preheating has 
been announced by the D. C. Cooper Co., 
1457 S. Michigan Ave., Chicago 5, Il. 
Designated as Model DO-18, the oven 
finds ready application in metal finishing 
laboratories by reason of its size and de- 
sign features. 











FAST FINISH BAKING 


cOneCe nee eres omer coven vane 





improves service to customers. 


us your needs— 


DESPATCH 


OVEN 


co. in 1902 


Established 


327 DESPATCH BLDG. 
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Refinished Relay Covers and 
other Control Parts Formerly 
Air Dried in 8 Hours—Now a 
Better Wrinkle Finish is Baked 
in ONE HOUR with the 


Desgocetcde 2. S. FINISH BAKING OVENS 


Minneapolis-Honeywell Regulator Co. uses the above 
Despatch R S Oven for refinishing of controls sent in for 
repair. The black wrinkle enamel on the relay cover 
shown is baked to an extremely hard, durable finish in ° 
1 hour at 300° F. saving 7 hours of former air drying 
time! Other parts are baked 1/4 hour at 350° F. This fast 
baking of finishes speeds up the entire repair program, 


Despatch R S Ovens are well insulated, very economical, 
100% controlled for uniform heat up to 500° F., with 
temperature variation seldom more than 3° + F. Built in 
a range of sizes for a great variety of applications. Tell 





8th St. at 7th Ave.S.E., MINNEAPOLIS 14, MINN 








‘. Manufacturers of ovens for: 
Write us for Paint Finishing, Dehy- 
H rating, Curing, n- 
literature dustrial and Leborat 
Applications. 
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FREE 


Information 


COPPER STRIPPING 
with 
MkeKeond 
Liquid Sulphur 
Sulphur Products Co. 


Greensburg 5, Pa. 












LUSTERBRIGHT 


This bright nickel process produces 
brilliant, lustrous, adherent nickel 
deposits that may be chromium 
plated. Merely add LUSTREBRIGHT 
to your present cold or lukewarm 
nickel solution. Work comes from 
plating tanks or mechanical barrels 
bright and shiny. No special solu- 
tion or change in equipment neces- 
sary. Write for information. 


W. C. BRATE COMPANY 
Established 1860 
18 Market Street Albany, New York 


SET Se Ae ART SR 
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Siefen Circulating Pump 

An air-operated positive pressure pump 
to be used for circulating buffing and 
polishing compounds has been announced 
by the J. J. Siefen Co., 5657 Lauderdale, 
Detroit, Mich. The pump has been de. 
signed for use in connection with the 
spraying of Siefen buffing and polishing 
compounds on buffing and polishing 
wheels. 


AIR PRESSURE REGULATOR 
ROLLIN 
PRESSURE OF FLUID 


AIR LINE OILER 


SURGE CHAMBER 
COVER TO FIT 30 GAL 

AIR INLET T 

OPERATE PUMP 





Siefen Circulating Pump 


The pump furnishes compound to the 
spray guns in addition to circulating the 
unused compound and returning it to the 
drum. This arrangement is said to en- 
sure that sufficient compound will be 
available at all times at each gun and 
the compound in the drum will be prop- 
erly mixed so as to be available for use. 

According to the manufacturer, the 
combination of the circulating pump with 
the spraying of buffing and polishing com- 
pounds increases the efficiency of the 
system. 





Mico Silicone-Base Heat- 


Resistant Aluminum 
A silicone-base heat-resistant alumi- 
num finish designated as Mico Aluminum 
has been announced by the Midland In- 
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dustrial Finishes Co., Waukegan, Illinois. 

According to the manufacturer, Mico 
Aluminum will withstand temperatures 
up to 1,000 deg. F. over protracted periods 
of time without surface breakdown. The 
properties of the silicone finish are said 
to be due to the fact that it is similar in 
structure to the mineral silicates. The 
finish is claimed to be characterized by 
temperature stability, inertness, and re- 
sistance to water damage. Adhesion and 
film stability are said to be retained up 
to the extreme temperature limit of the 
material. 

A chemically clean surface, obtained by 
any conventional manner of cleaning, is 
said to be the only requirement prere- 
quisite to the securing of a satisfactory 
Mico Aluminum finish. 





Cambridge Twistex Belt 


Cambridge Twistex woven wire convey- 
or belt has been especially designed by 
the Cambridge Wire Cloth Co., Cam- 
bridge, Md., to permit continuous move- 
ment of work through industrial wash- 
ing, drying, treating, or cooling machines 
using low or high temperature processes. 

Cambridge Twistex belt is designed to 
combine maximum belt strength with 
maximum open area. The mesh size can 
be controlled in the manufacturing pro- 
cess to provide up to 87 per cent open 
area, while the coiled construction util- 
izes the maximum strength of the metal 
from which the belt is made, it is claim- 
ed. These large openings are said to be 
extremely useful in industrial washing 
machines, as wash water or spray can be 
directed from above or below the belt and 
passes freely over the work, draining 
readily back into the wash tank. The 
Cambridge Twistex Belt requires little 
maintenance and practically no control 
because of its specialized metal construc- 
tion, it is claimed. 

The belt can be manufactured from any 
metal or alloy, to a wide variety of 
meshes (openings), and for sprocket or 
roller drive. 





Wheel King Polishing Wheel 


Cement 
Maximum flexibility, combined with ex- 
cellent adhesive strength, is claimed for 
a new polishing wheel cement called 
Wheel King, produced by Wallace A. 
Erickson & Co., 842 N. Wells St., Chica- 
go 10, Illinois. 
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INDUSTRIAL 
LUBRICANTS 
COMPANY 


5712 TWELFTH STREET 
DETROIT 8, MICHIGAN 
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According to the manufacturer, Wheel 
King minimizes the tendency of polish- 
ing wheels to drag or glaze, and makes 
possible increased production and improv- 
ed quality of finish. It is claimed that 
Wheel King can be used with equal suc- 
cess in conjunction with a wide range of 
grain sizes, and on wheels or belts. 

Wheel King is manufactured in one 
form only for use with all grain sizes up 
to 240. It is shipped ready-to-use and is 
applied cold. To a large extent, the same 
consistency is used for all grain sizes. 





“Vienna Brand" Lime 
Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’’ made 


from Allwood ‘Vienna Brand’’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 








ALLWOOD LIME COMPANY 


Manitowoc e Wisconsin 














VERTICAL ABRASIVE 
BELT SURFACER 


Peerless vertical 
surfacing machines 
provide both fine 
quality of work 
and speed in sur- 
face grinding. 


PEERLES 














Furnished in 9”, 
14” and 20” sizes, 
with either belt or 
motor drive. 





GREENFIELD, MASSACHUSETTS USA 
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Perma-Skin Underprimer 


A quick-drying anti-corrosive under. 
primer, designated as Perma-Skin, that 
combines metal surface treatment with 
high anchorage of top coats and excellent 
adhesion to a variety of surfaces, such 
as cold rolled steel, aluminum, nickel, cop- 
per, and stainless steel, has been an- 
nounced by Dennis Chemical Co., 2701 
Papin St., St. Louis, Mo. Although Per. 
ma-Skin Underprimer is an air-drying 
material, adhesion in most instances is 
excellent, it is claimed. On ferrous sur- 
faces corrosion is said to be inhibited by 
phosphatization and action of the con- 
tained pigments, resulting in a strong 
bond and protection against underfilm 
corrosion. The underprimer can be used 
with practically all conventional finish- 
ing materials, such as oleoresinous paints, 
alkyds, baking enamels, and lacquer. 

Where maximum chemical resistance 
is required, a complete Perma-Skin three- 
coat vinyl system is recommended. For 
maximum resistance to salt water corro- 
sion No. 2901 Perma-Skin Underprimer 
should be used. For fresh water immer- 
sion No. 2900 Perma-Skin Underprimer is 
recommended. The vinyl top coats are 
specially formulated to weld to the un- 
derprimers, it is claimed. 





GOLD PLATING SOLUTIONS 
In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight ~ Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 
Oregon 4-4108 
4-4109 

















ALA KA Lacquers 
QWIK-BAKE synthetics 
A LA KATON E Hammered Silver 


SY N THA LA K Air-dried Synthetics 
Se eS 
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Improved Anodizing and 
Coloring Technique 


An improved technique for anodizing 
and coloring rivets, screws, and similar 
small items has been announced by the 
Technical Processes Division, Colonial 
Alloys Co., Ridge Avenue & Crawford 
Street, Philadelphia 29, Pennsylvania. 

The method is said to be characterized 
by uniform anodizing and coloring, few 
if any rejects, and the absence of spots 
or contact marks on the rivet heads. 
Where the heads of the rivets must be 
bright as well as where the heads are 
colored by dyes, this method is said to 
be of particular interest and value. It is 
claimed that the method may be used in 
combination with chemical-polishing. 
Items to be anodized may be subjected 
for a few seconds to the chemical (non- 
electrolytic) polishing bath, during which 
burrs and rough surface conditions are 


usually removed, and the objects being 
polished take on a brilliant appearance. 
This appearance is said to be preserved in 
the subsequent anodizing operation per- 
formed according to the new method. 

The protective coating produced is said 
to be hard, abrasion and corrosion-resist- 
ant, and of value as a decorative finish 
particularly when dyed. 





“Commercial Standard for Porcelain 
Enameled Steel Utensils’’ is the title of 
bulletin CS100-47, as revised, issued by the 
Commodity Standards Division of the 
National Bureau of Standards and avail- 
able from the Superintendent of Docu- 
ments, Government Printing Office, 
Washington 25, D. C., at a price of 10 
cents each. The standard lists suggested 
physical and chemical requirements to 
be met by porcelain enameled utensils. 





KEYSTONE EMERY MILLS 


For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 


4316 Paul St., Phila., Pa. 








all type metals. 


Used cold—Non toxic. 


1059 EAST 76TH STREET 





Industry's 3 Newest 


COLD STRIPPERS 


Fast! Economical ! 


“UNISOL”—For removing all baked enamels! Used cold — Non-inflammable — 
Non toxic — Strips baked enamels in seconds — Used for all type metals 
— Requires no rinse — Non injurious to hands or clothing. 

“UNISOL No. 2’.—A new cold stripper for japans and vinyls—Non inflam- 
mable—Strips tough japans and vinyls in matter of minutes—Used for - 


“STRIPPER 202”—Something new for removing “stop-off” lacquers in seconds— 
Will not tarnish highly polished metal surfaces—Non inflammable— 


Samples and further information 
supplied on request. 


CHEMCO PRODUCTS CO., Inc. 


Safe! New! 


CHICAGO 19, ILLINOIS 
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The Finishing Touch 


























‘Miss Potts here thinks she would fit into your depart- 
ment, Sneed, she just graduated from Finishing School.” 
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